











is tae Ses Y 


. oe) es abe 
Conte ae ieaeka seme 


¥ Wee dear —_* 
Ponta Br NER 


ae} 





} 
< 


Sy 
<5 
>] 
% 
& 
+4 


if 


5S «ga tel 





FEB =8 [965 





Al 
S| 


DEVOTED EXCLUSIVELY TO METALLIC SURFACE TREATMENTS 


























FEBRUARY, 1955. 























FOUNDED 1903 


The Use of Filters in Electroplating 
Why, Where, and How to Filter 


Alkali Metals in Phosphating and Cyanide 
Plating Baths 


Determination by Means of Anion Exchangers 


Anodizing Hollow Objects 
Bipolar Electrodes Provide Effective Method 


Metal Cleaning with Ultrasonics 
Vibrational Energy for Improved Cleaning Action 


Descaling and Pickling Titanium 
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* ‘Rapid and thorough in action. Does not ta 
Bere Capper, Etc., on prolonged soaking. 
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ENTHONE has developed 8 outstanding 
metal strippers which, without 
attacking your base metal in any way, 
quickly and economically strip off 
defective plated coatings, excess solder, 
silver brazing metal, and metal smuts. 





Where your and you want to strip nickel, cop- 
base metalis.. per, silver, zinc or cadmium 
chemically, use 
ENSTRIP “S”, an additive for 
sodium cyanide solutions, or... 
ENSTRIP “A”, which is a pre- 


pared compound containing so- 




















STEEL dium cyanide. 
where you want to remove copper 
or nickel coatings electrolytically, 
use 
ENSTRIP 103, an economical 
alkaline electrolytic stripper con- 
taining no cyanide. 

j 

and you wish to dissolve tin, lead, 
COPPER or tin-lead coatings chemically, 
or use 

‘ STEEL ENSTRIP “TL”, a fast acting, 

i alkaline stripper. 

} 

ALUMINUM, and you want to take off heavy 
COPPER chromium coatings chemically, 
ow use 

ENSTRIP “CR-5”’, a rapid, acid 
STEEL type stripper. 
} 
use ENSTRIP ‘*165-S’’, an 

, COPPER additive for acid solutions that 

ALLOYS will give you quick removal of 








nickel, tin, zinc, lead or cadmium. 





ZINC use ENSTRIP “L-88”, an acid 
DIE electrolytic stripper for removing 


y ys 
AT WORK Oa CASTINGS chromium, nickel or copper 


i ENTHONE 


INCORPORATED 








Write directly to Enthone Incorporated, 
or to your nearest Enthone Service 
Representative, for further information. 
ARDCO, INC., | 


5000 West 73rd Street, 
Chicago 38, Illinois 


— 


442 ELM STREET 





NEW HAVEN, CONNECTICUT R. O. HULL & COMPANY 

‘ee 1300 Parsons Court, i 
| ae Rocky River, Ohio | 
| Re ‘ i> ' 
H bs 7 ee * L. H. BUTCHER COMPANY, 
y e Gast Bhs ttc tat ‘ al 3628 East Olympic Boulevard, 
Ni * The Scientific Solution of Metal Finishing Problems Los Angeles, California 
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Oakite Oakite chemists have developed efficient new 
has A new ways materials for the seven important jobs listed below. 
One of these new materials may provide the perfect 
ie) help you solution for your most difficult problem. 


| HEAVY-DUTY CLEANING IN TANKS: New material combines the 
best qualities of alkaline and solvent cleaners. 





2 CLEANING ALUMINUM IN SPRAY-WASHING MACHINES: Safe clean- 


Metal Cleaning ing with minimum foaming whether spray pressure is high or low. 





PHOSPHATE COATINGS: One material cleans steel while applying 
3 dense iron-phosphate coating. Another surpasses government 

specifications for heavy zinc-phosphate coatings. Lasting paint 

adhesion, protection against corrosion, ease of control. 





ETCH-CLEANING ALUMINUM: Uniform etching in preparation 
a for anodizing or painting. Scaling and sludging minimized 


FREE ee or eliminated. 
Tell us which job gives you 
trouble (or circle the 
corresponding number in 








§ ELECTROCLEANING BRASS: Efficient, economical cleaning 
without danger of tarnish. 














the coupon). We’ll give you 


information about the new INHIBITING PICKLE BATHS: Liquid inhibitor for sulphuric, hydro- 

material that does the & chloric and phosphoric acids. Saves steel, saves acid, builds own 

work, also send you our foam blanket to suppress pickling fumes. Easy to add to continu- 
’ 


ous strip or batch pickling operations. 


44-page illustrated booklet 





““Some good things to know 

about 4 Cleaning.” STRIPPING PAINT: Two solvent strippers for synthetic enamels and 

7 other tough finishes. One so viscous it adheres to vertical sur- 
faces of objects that can’t be stripped any other way. 











ow prizeo INDUSTRIAL Clean OAKITE PRODUCTS, INC., 
14F Rector St., New York 6, N. Y. 


AKI F E Send me a FREE copy of “Some good things to know about Metal 
Cleaning”’ and tell me more about the new Oakite material for the 











47e, gvict job (jobs) corresponding to the number (numbers) I've circled below. 
ETHO 1 2 3 4 5 6 ~ 
Technical Service Representatives in 
Principal Cities in U.S. and Canada Name 
Company 
Address. 








Metal Finishing is published monthly by the Finishing Publications, Inc., 381 Broadway, Westwood, New Jersey, U.S.A. 
Entered as second class matter at the Post Office in Westwood, N. J. Volume 53, No. 2, February, 1955. Four Dollars Per Year. 























USE “RELIANCE” PRODUCTS FOR 


ECONOMY : EFFICIENCY : DEPENDABILITY 
WRITE FOR FURTHER DETAILS 








BACKSTAND IDLER WITH LATHE 





#23A 
OBLIQUE POLISHING LATHE 


TUMBLING BARREL 





EXTRUDED COMPOSITIONS 
STANDARD SIZE 
2% 2x 





NUWAY BUFFS FOR 
FAST CUTTING 


HAS.- HOMME EL 





BACKSTAND IDLER 


Chas. F. L>Hommedieu & Sons Co. 
MANUFACTURERS of 
Plating and Polishing Machinery 


Complete Plating Plants Installed fee) 
C. B. Little Views, 


} Branches: , 
Newark, N. J. Gen. Office and Factory: prin 


W. R. Shields We Cleveland 
21 Ogden Ave. 
Detroit, Mich. feat Ugten Avs 


Powell Calvert CHICAGO 


104 Second Street Leo Annelies 
Feasterville, Pa. 


and 
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Buff plant. Can b 








MADE BY THE MANUFACTURERS OF FAMOUS AND AC- 
CEPTED SCHAFFNER NO NUBBIN BUFFING COMPOSITIONS. 


Sc haffner\-=:-- 
manufacturing company, inc. 


SCHAFFNER CENTER * EMSWORTH, PITTSBURGH 2, PA. 


CLIP TO YOUR LETTERHEAD 








Please send me catalogue 


and complete information: 


Name, Manufacturer and 
NOW PRESENTLY USING , : Code No. of Buff 











i 
1 
i 
i 
; DIAMETER aa CENTER SIZE - 
| CUNTER SIZE ARBOR 
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PLY COUNT 
NORMALLY I USE SECTIONS PER MONTH 


NAME TITLE 
COMPANY STREET 



































SCHAFFNER AIR-COOLED METAL-CENTER BUFFS ARE PRICED RIGHT 


METAL FINISHING, February, 195. 








modern 


HI 


















RUGGEDNESS 


is synonomous with 


BLAKESLEE-BUILT 


METAL PARTS 
WASHERS... 


Write for complete information on many are still in 
service after 35 years 





Blakeslee Degreasers, Blacosolv 


Degreasing Solvent and Metal THAT’S REAL ECONOMY | 
Parts Washers. IN YOUR PRODUCTION 





fe G.S-BLARESLEE S000 icy von «tes anccus . songall 


METAL FINISHING, February, 1955 7 








For less tumbling time 
--- lower finishing costs 








‘Borolon: 


TRADE MARK 











TumBunG 
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Fused crystalline 

. _ aluminum oxide... 
eee in lumps, nuggets, chips, 
a grit or grain. Borolon tumbling 
abrasive cuts fast and is the ideal mass 
| ar-vol(o Mice] mme(-Jo]llagiil: MmacTastohalile Malek time lile Ml e\-1 (eB 
putting a radius on small parts... and giving a 
precision finish even to micro-inch specifications. 


Full range of sizes. Send for catalog bulletin ESA 236. 


SIMONDS 


7-3-9 - S20  -2 on o al 
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IT’S A PROVEN FACT, RAPID RECTIFIER STACKS 
STAND UP LONGER IN HARD SERVICE. HERE’S WHY: 


1) Rapid allows 6 square inches per ampere of plate 
surface in full wave bridge circuits. For years we have 
maintained this standard (somewhat higher than other 
makes), since we feel allowing this much area results in 
maximum life expectancy. 


2) The plates in Rapid stacks use triple purified Selenium. 


3) They are carefully tested and balanced for even current 
distribution. 


4) They are coated with an exclusive material rendering 
them absolutely impervious to the corrosive conditions 
existing in plating rooms. 


5) The plates are spaced an average of '2 inch, diminish- 
ing the possibility of dust, dirt and corrosive material 
becoming lodged between plates, thus allowing heat to 
dissipate readily. 


a! fi 





Six Square 
Inches per 
upere’ of 





The selenium stack is the heart of any selenium rectifier. For 
it is the quality of the stack and its accompanying circuitry 
that determines the effectiveness of a rectifier, just as the state 
of the heart and blood vessels of a human determine his 
strength and health. 


Rapid designs its stacks to much higher standards than most 
other manufacturers. * * 


For example: 


In tests performed at ambient temperatures of over 30°C, 
a recognized electrical manufacturers’ group standard al- 
lows a temperature rise in the stack of 60°C; and, a rise of 
40°C at the same ambient temperature for 1000 hours is 
permitted without derating. 


Rapid standards permit a maximum stack temperature rise 
of only 22°C above the ambient. This low rise is made 
possible only because of the large area used per ampere, 
the plate spacing, high purity of Selenium used, the ad- 
vanced circuitry and the engineering skill which designs the 
complete rectifier unit for the specific job. 


So, when you buy a rectifier, check its heart. Make sure the 
one you buy offers the most advanced design for longest 
life . . . In other words, make sure you get a Rapid Rectifier. 


*In forced air cooled, three phase, full wave bridge circuit units 


**All three phase rectifiers are designed with a full wove circuit. 


“ id 
THE NAMEPLATE THAT MEANS Wr: Fone % Yoru / 


RAPID ELECTRIC COMPANY 


2881 Middletown Road * New York 61, N. Y. * Phone: Talmadge 8-2200 
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Photograph of dish drainer basket plated in ordinary chromium solution. 
Dark areas at base of wire fingers show no Coverage of nickel. 


Same product when plated in SRHS Chromium Solution. Note the even 
color at top and base of finger — evidence of complete coverage. 


Making the most of Quality 
to cut your plating costs ? 


United Chromium points out ways to 
reduce expenses in the coating of metals 


T FIRST THOUGHT, “quality” seems to imply high 
A cost. However, in a production operation like 
plating, quality doesn’t have to cost more — it can 
save. Here are some specific cases showing how: 


SAVE WITH HIGHER QUALITY 
CHROMIUM PLATING 


It’s easy to recognize a top grade chromium finish. 
It’s bright, with no grey or rainbow plate, no burns 
or misses — and the deposit meets thickness speci- 
fications. The benefits of such quality plating are 
obvious: fewer rejects or costly reruns. 


This is the kind of quality being obtained with 
Unichrome SRHS Chromium Plating Solutions. 
Having wider bright plate range than ordinary 
solutions, SRHS covers even difficult parts with a 
bright deposit. Higher speed of these solutions cuts 
plating time up to half for a specified thickness. 
Also, important constituents of the baths are self 
regulated to maintain optimum plating balance. 


10 
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In hard plating operations, the leveling action of 
SRHS Chromium Solutions cuts grinding and pol- 
ishing requirements, too — saving still more finish- 
ing time. In short, while turning out a quality job, 
SRHS also saves hours, work and headaches. 


UNDERCOATS WITH QUALITY TO MATCH 


Copper and Nickel plating not only contribute to 
the quality of the final chromium finish, but also 
affect the economy of the entire cycle of operation. 
Quality and economy are both benefited by a cycle 
of plating processes which are matched to each other, 


Unichrome Bright Nickel, for instance, provides 
greater receptivity for the subsequent chromium. 
Passivity problems and activating treatments are 
avoided. Moreover, since this bath has proved ex- 
ceptionally tolerant to impurities, it produces more 
flawless work with fewer purification treatments. 
Obviously, a process which can keep up a pace of 
untroubled production cuts operating expense. 


Unichrome Pyrophosphate Copper constitutes 


February, 195 
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the other member of this matched finishing cycle. 
It plates quality deposits of such smoothness that 
buffing of copper or subsequent nickel is minimized 
or eliminated. One plant was in this way able to cut 
out 98‘- of the need for buffing nickel, thereby sav- 
ing 48 man-hours of buffing labor daily. 


QUALITY EQUIPMENT COSTS LESS PER YEAR 


Production equipment plays a big part in produc- 
tion cost. The actual cost 
depends on how efficient 
the equipment is, how 
well it stands up, and how 
much time and effort it 
can save. In other words, 
it depends on quality. 


Thus, Unichrome Rec- 
tifiers are built with the 
quality for money saving 
performance in plating 
and anodizing. They’re 
unusual in stack design, 
transformer ratings, wir- 
ing, insulation details and 
other features—to give 
long, economical service 
at high efficiency. 





Unichrome Rectifiers contain qual- 
ity features that make them out- 
standing sources of low cost power 
for plating and anodizing. Shown 
here is a self-contained unit which 
includes the basic rectifier, meters, 
starter and controllers — all com- 
pletely wired and ready for oper- 
ation. 


As another example, 
Unichrome Tantalum 
Coils and Heat Exchang- 
ers represent the finest 
equipment of their kind 
for use in acid plating 








Simple, short hairpin Unichrome Tantalum Coil at left does better 
heating job in chromium plating bath than bulkier lead coil at right. 


solutions—chromium in particular. Because they 
are acidproof, they maintain heat transfer effi- 
ciency and can last indefinitely. At one plant, a 
Unichrome Tantalum Coil was inspected after four 
hard years of chromium plating service and found 
still like new. In another case, the coils’ quality 
helped pay for the installation within months by 
eliminating downtime and production loss formerly 


experienced with lead coils. 


THE QUALITY RACK COATING 


Racks represent some of the hardest working equip- 
ment in the plating shop. Coatings which have the 
quality to keep up with these “tools” without peel- 
ing, cracking or blistering can help reduce dragout 
contamination, and rack main- 


losses, drag-in 


tenance expense. 


Unichrome Coating 218X, a green plastisol com- 
pound and a familiar sight in many of the most cost- 
conscious plants, withstands all plating and cleaning 
cycles —even those including vapor degreasing. In 
some cases, the coatings have actually outlasted the 
racks themselves. 





Quality of the familiar green Unichrome Coating 218X is so we'll 
known today that it is being used to save maintenance on equipment 
other than racks. Here is a dipping basket where Plastisol Coating 
218X protects the work from scratches and withstands degreasing 
and cleaning cycles. 


Because quality pays off in plating, it will pay you 
to get the details on the complete high quality 
Unichrome line of processes, equipment and 
materials. Contact the office of United Chromium 
nearest you. 


UNITED CHROMIUM, INCORPORATED 


100 East 42nd Street, New York 17,N.Y. *@ 
Los Angeles 13, Calif. ° 
February, 


METAL FINISHING, 


Detroit 20, Mich. ° 


In Canada: United Chromium Limited, Toronto 1, Ont. 


19355 


Waterbury 20, Conn. * 


Chicago 4, Ill. 
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Industry leaders choose 





ELECTROLYTIC GENERATORS 
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CONVERT WITH 


CHANDEYSSON ELECTRIC COMPANY 


4074 BINGHAM AVENUE, ST. LOUIS 16, MISSOURI 





CH 
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: PLATING MACHINE OPERATION 
€O., TOLEDO, OHIO 










The 10,000-ampere, 12-volt Chandeysson Motor 
g Generator at DiSalle Plating furnishes dependable 
power for 24-hour automatic plating operation. 
President of the firm, A. C. DiSalle, reports that 
r é his Chandeysson has practically eliminated 
udowntime, making possible the plating of the 
ey iff maximum number of parts during a 24-hour period. 





~ >." . 
AE USE LESS POWER 
precision-built for efficiency and built-in voltage regulation. 

GET MORE OUT OF THE POWER YOU PAY FOR... 
built-in high power factor at no extra cost. 

BE SURE OF POWER WHEN YOU NEED IT MOST... 
overload capacity as great as 50% momentarily and 25% sustained, 
without distress or damage. 

ENJOY LIFETIME POWER DIVIDENDS... 


sustained, lifetime overall constant efficiency as high as 85% does not 
decrease with age or overload. 


CHANDEYSSON ELECTRIC COMPANY 
4074 Bingham Avenue, St. Lovis 16, Mo. 


POON sansct scien 

Company... ; iivuideathcsusdtodeeaatatt 
Address...... 

Cai csvicccaces Wadvciiten Zone Stafe.... 
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Here’s what they’re saying about 


ALL-PURPOSE TRICLENE D 








llr Se 


(Trichlorethylene) 
















‘We're getting cleaner parts “In cleaning small aluminum, 
. extended operating time be- silver, copper alloy and zinc 
tween cleanouts ... reduced mainte- and stainless steel parts... clean- tly 


nance costs... effective recovery of sta- out time of degreaser and still has 
bilizers during normal distillation.” been cut by one third.” 
—. —Small Parts —— West Coast ae Mfr., Indiana 
EG 


eae ee 


‘Fine, consistent performance. Both 
“‘Degreased parts are ~ 


a hak and brass parts are brighter. 
We've increased operating period between 
and cleaner. Chemical control of sol- cleanouts by about 25 per cent.’ 
vent greatly simplified and... we : ae | — Parts Mfr., Mass. 
have peace of mind.” 
— Airplane Producer, Los Angeles 























Du Pont’s vapor degreasing solvent gives you 
brighter, better cleaning of all metals 


EXTRA DURABILITY. New “Triclene” D has unsurpassed resistance to all major causes of 
solvent breakdown—heat, light, air, light metal chlorides, and acidic materials. It 
retains its original ruggedness even after repeated use and distillation. 

EXTRA OPERATING ECONOMY. You get safe, thorough cleaning with new “Triclene” D. 
Rejects are not a problem . . . cleanouts are quicker and easier. 

EXTRA CONVENIENCE. New “Triclene’” D is truly ALL-PURPOSE—built to give you 
dependable performance in any degreasing job. Just one brand of solvent to buy 
for any type degreaser . . . for any class work. 


All these extras add up to the finest solvent ever produced for vapor degreasing—new, 
all-purpose “Triclene’’ D. Let us tell you more about it. Just fill out and mail coupon below. 


SEND FOR THIS NEW DESCRIPTIVE FOLDER 





‘ 
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Electrochemicals Department, Wilmington 98, Del. 

“Ty Rr k Cc L - A E’’ D J Please send me your descriptive folder on new, l 

all-purpose ““TRICLENE”’ D. 1 

Trichlorethylene _) Please have your representative call with the details, 

Name POSIION cence 

Address 1 

REG. U. 5. PAT.OFF : 

BETTER THINGS FOR BETTER LIVING. . THROUGH CHEMISTRY as City State | 

a —_———— ee en sm cw wm ee wn 
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what 
will it do? 
here you see for 
yourself... 


A 10,000-times-magnified 
steel surface cut up by abra- 





sive polishing. Next you see it 


burnished, with slight im- FROM THIS cee YOU GET THIS wm OR THIS 
provement; and then the (ABRASIVE POLISHED) (BURNISHED) BATTELLE ELECTROPOLISHELC 
smooth, lasting beauty of the like a ploughed up field slightly improved mooth, lustrous, sales apy 


same surface electropolished. 








These metals and alloys can be electropolished: 








What are the special advantages? Many steels, low-carbon and high-carbon . . . many 
. , ; low-alloy steels . . . stainless steels in 300 and 400 
Extraordinary smoothing action produces pelle series and other special compositions, particularly 
polished effect . . . _ true metal color” is achieved 18-8 and 17 chromium stainless steel items. On stain- 
with a luster vag attainable by belts or wheels ute less steels, electropolishing will produce an especially 
wide range of finishes is available . ats plating and desirable finish . . . Wrought aluminum alloys 
enamel adhere better . . . your metal is not surface certain non-silicon-containing aluminum casting al- 
damaged .. . this all adds up to product upgrading, loys . . . copper and beryllium-copper alloy ... Monel 
; new sales values. ... Nickel... Nickel-silver . . . Bronze (single phase 
Chemical stability is assured because there are no alloys) . . . Brass (non-leaded compositions, single 
Organic agents to break down. . . process control is phase alloys) ... Turbine bucket alloys (Nimonic 80, 
easy with all components checkable by direct analysis S-816, and others) and compressor blade alloys (such 
; operations are readily handled by semi-skilled as AMS 5615 and Type 430 stainless steel). 
help . . . many types of steel can be treated in the 
same solution . . . changeover is simple and inex- 
pensive. 


About ELECTRODEBURRING 

This variation of electropolishing is indispensable 

What products, what metals for smoothing sharp, burred metal for safe han- 
: dling and precision functioning. The metal can 

can be electropolished? be steel, stainless steel, copper, brass, aluminum. 

Electrodeburring is ideal for parts having burrs 


Automotive trim, aircraft components, appliances, re- 
in hard-to-reach areas. For some items electrode- 


frigerator and stove trim and parts, kitchen ware, 











: : : : burring plus electroplating produces the best 

jewelry, tools, wire goods, tubing, plumbing fixtures, possible and most economical finish. Equipment, 
7 hardware, machine parts, and hundreds of other items solutions and procedures for electrodeburring are 

can be electropolished. Turbine buckets and com- similar to those for electropolishing. 

pressor blades are especially adaptable to electropol- 

ishing. 








The Enequist Chemical Co Hydrite Chemical Co : 
For more information about ELECTRO- 100 Vorick Ave 605-621 South 12th St 


POLISHING and ELECTRODEBURRING 


Brooklyn 37. N.Y Milwaukee 4. Wisc ; 
P. B. Gast and Sons Mac Dermid Inc 

write any of these distributors 1515 Madison Av Ss Waterbury 20, Conn } 
Gr 7. Mich ' 
Grand Rapids : G. S$. Robins and Co 

The Globe Chemical Co 126 Chouteau Avenu 


you technically—will send you the Murray Rd. at Big Four RR St. Louis 2, Mo 
new folder, FINISHING — WITH A Cincinnat 0 Scobell Chemical Co 


967 Deeds Av e Rockwood Place 
PROFIT, which also describes na A Ohic Wikies MY 


They are fully equipped to help 


en 


other Battelle-developed proc- 


105 North 15th Street 
esses Louisviile. Ky 
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NEW MIDLAND PRODUCTION FACILITIES BRING 
FASTER SERVICE AND DELIVERY TO USERS OF 


<> 


Dow Sodium 
Orthosilicate 


A timely reminder about why your industry 


prefers this particular heavy-duty cleaning compound 











, 
Dow Sodium Orthosilicate, solidly estab- Dow’s new, improved full open-head drum 
lished as the preferred heavy-duty cleaning is available for Sodium Orthosilicate ship- 
compound, is now available in greater ments from Midland as well as from Free- 
quantity. Volume production has been port, Texas. This superior shipping and 
inaugurated at The Dow Chemical Com- storage container, designed and manufac- 
pany s Midland Division. These new facilities. tured exclusively by Dow, results in definite 
added to the Sodium Orthosilicate plant in transit and handling advantages for the user. ; 
Freeport, Texas, permit Dow to completely These continuing efforts to bring you an 
meet the increased demand for this remark- economical and uniformly efficient cleaning it 
ably efficient compound. compound that really does a heavy-duty job : 

. .. these expansions of production and dis- 8 
The centrally located Midland producing tribution facilities to serve your needs FE ‘ 
point means, too, that Sodium Orthosilicate better and faster . . . these improvements in Q 
orders can be processed more rapidly . . basic package design to cut your handling 
and your shipment reaches you faster. More and storage costs . . . present a convincing ‘ 
floor space is freed from storage demands, answer to anyone in your industry who 
yet the cleaning operation can proceed wonders why Dow Sodium Orthosilicate has ' 


smoothly without any fear of Sodium 
Orthosilicate shortage. 


won wide acceptance. THE DOW CHEMICAL 


coMPANY, Midland, Michigan. 


you can depend on DOW CHEMICALS 
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Fig. 1. Loading End. Loaded racks are hung 
on rod placed in saddles on transfer frame. At 
end of each processing period the machine 
automatically lifts all rods and advances each 
one tank in the processing cycle. 


Fig. 2. Delivery End. Picture shows transfer 
frame elevated in the transfer operation. When 
the frame comes down the last rod, which car- 
ries parts from the last tank in the processing 
cycle, will be placed in the unloading saddles 
on the frame which extends beyond the last tank. 


Features 


Affords practically any required cycle 
for plating, painting, etching, etc. 


e Flexible. Easily adjusted to “skip” tanks 
for processing articles of different basic 
metals without changing solution. 


e Automatic Timing. Easily set for any 
processing period from 10 seconds to 
20 minutes. 


e Uniform Processing. The automatic 
timer doesn’t forget—is not called 
away. Spoilage is avoided. 


e Helps Foreman maintain full produc- 
tion. At a glance he can see partially 


loaded rods or empty saddles—then 


locate the cause. 


e Available with conveyor-equipped plat- 
ing tank to which processed work is 
automatically transferred. 
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WwW Automatic 


TRANSFER MACHINE 


for Pre-Plate Processing 





One unit saves labor of 3 to 6 men. 


Extremely flexible—different metals 
such as steel, brass and even die casting 
can be processed with the same set-up. 


Shops that have BELKE Automatic 


Transfer Machines use them for most 
of their work. 


HERS LF 
5D VOR ANS 0; 
4 . ! a= 

“6 U wks Me 


The BELKE Automatic Transfer Machine stops the backaches and 


high labor costs of processing parts for plating. 


The machine automatically lifts and transfers work from tank to 
tank through the entire pre-plating cycle such as electrocleaning, 
tepid running rinse, anodic electroclean, cold running rinse, acid 
bath, cold running rinse, cyanide bath, cold running rinse. Prac- 
tically any cycle can be had. 

The Transfer Unit can be adjusted to “skip” tanks as desired 
for processing articles of different metals such as steel, brass and 
die castings. This flexibility makes practical automatic processing 
of a great range of varied work. 

For further labor-saving, a conveyor-equipped plating tank can 
be furnished with the BELKE Transfer Unit. The Transfer Unit 
automatically transfers processed work to the conveyor and the 
work is completely plated while moving through the plating tank. 


Send for literature or see your BELKE Service Engineer. 


Manufacturing Company, 947 N. Cicero Ave., Chicago 51, Ill. 


EVERYTHING FOR PLATING PLANTS 
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SIMPLE MAINTENANCE AND INSTALLATION 


Electrical overloads and over-heating are avoided 
by ample rectifying stack area. The new Wagner 
Brothers selenium rectifiers offer you an unprece- 
dented 5.4 square inches of rectifying surface 
per ampere. We've always rated conservatively, 
as the year-after-year performance of our 
previous models will testify. But this 40% increase 
sets new standards of operating efficiency and 
reduces your maintenance costs to a record low 


in electroplating history. 


PEAK EFFICIENCY—Excess heating greatly 
decreases rectifier service life. This conservative 
Wagner stack design, more plates, greater 
surface, avoids high temperatures. And in addi- 
tion, thermal overloads on magnetic contactors 
protect the equipment should a continued heavy 
overload occur. Our rugged transformers are 
especially built for our requirements, and insul- 
ated with the highest quality non-flammable 
insulating materials such as glass, mica and 


asbestos. 


Advanced design and protection features increase 
service life, make your maintenance simply a 
periodic operation of oiling the fan and blowing 
dust from the unit. Installation is completely 
engineered, no fumbling. 
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A WAGNER MODEL FOR YOUR SPECIFIC NEEDS 








il LARGE PACKAGE UNIT 
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Capacities from 2,000 to 50,000 amperes. Forced-air, 
fan-cooled type operates at all commonly used volt- 
ages. Requires only input and output connections for 
operation. 


WATER COOLED 
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Capacities from 1,500 to 50,000 amperes. This unit 
consists of an air circulating system with a heat 
exchanger, uses your regular water supply (which can 
then be used for rinse tanks) as a heat removing 
medium. Functions well under very corrosive atmos- 
pheric conditions, or where extremely high ambient 
temperature is encountered. 


SMALL PACKAGE UNIT 
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Capacities from 250 to 2,000 amperes. Fan-cooled 
with exhaust from the top of the cabinet. Very compact 
to facilitate moving. Requires only three wires for 
input and output connections. Equipped with ammeter, 
voltmeter, shunt, starting equipment and regulation 
if required. 








CUBICLE 
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Capacity to 1,500 amperes. Designed for the building 
block type of operation, since the horizontal flow of 
cool air permits stacking. The addition or subtraction : 
of total current output is easily accomplished. 





BENCH TYPE 


Capacities from 5 to 200 amperes. Special design 
affords extreme flexibility of operation and meets 
exacting requirements of control, ripple and accuracy 
ideally suited to laboratory research and development 
work. 
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avoid stream pollution 


due to chromium waste... 


... with W&T 
Sulphur Dioxide Reduction Equipment 


With the proper treatment equipment, toxic hexavalent 
chromium can be reduced by sulphur dioxide to the trivalent form and then completely 
precipitated by alkali for standard removal to a disposal area — such as a lagoon. After this 
treatment the waste water can be drawn off and safely disposed of in the usual 
manner. This treatment is in full compliance with most local and state pollution abatement laws. 


Wallace & Tiernan offers the heat treating and metal finishing industries several 
types of Sulphur Dioxide Feeders with optional controls for manual, semi-automatic 
or fully automatic operation. These feeders are adaptable to either the “batch” or 
“flow-thru” methods of treatment in both large and small plants. 
Similar equipment is also available for the destruction of cyanide waste by 
alkaline chlorination. 


W&T offers PROVEN EQUIPMENT — hundreds of similar units are serving 
industry today, EXPERIENCE — over forty years of building chemical feeding 
equipment, and SERVICE — field representatives are located in principal 
cities throughout the country. 
Write today for additional information on W&T Sulphur Dioxide Feeders and 
Alkaline Chlorination Equipment, at no obligation to you, of course. 


WALLACE & TIERNAN 
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*One manufacturer, formerlybarrel plat- Just as operators of still tanks have 

ing small steel stampings with 2.5 am- — found Lea-Ronal Bright Copper (utilizing 

peres per gallon of solution, changed to Lea Copper Glo) extremely worthwhile, 

Lea-Ronal Bright Copper and has been so will you find Lea-Ronal Bright Copper 

rd able to obtain brighter deposits with 6 for your barrel plating also much more 
Ez to 7 amperes per gallon of solution. effective than conventional barrel 
solutions and methods. Why not 


Other advantages of Lea-Ronal Bright place a trial order and make your own 


Copper for Barrel Plating are (1) excel- : 9 
comparisons: 

lent anode corrosion resulting in minimum 

metal cyanide addition; (2) bright, soft  Lea-Ronal Bright Copper for barrel plat- 
ductile deposits; (3) maximum bath effi- ing (for which Lea Copper Glo is an 
essential ingredient) is marketed exclu- 
sively through The Lea Manufacturing 
Co., 16 Cherry Avenue, Waterbury 29, 
Connecticut. Your inquiry should be ad- i 
dressed to that company. 






serving the Finishing Field 


LEA-RONAL, INC, 


The Lea Mfg. Co.,Waterbury, Conn. 
Lea-Michigan, Inc., Detroit § 


Lea Mfg. Co., of Canada, Toronto 
Plating + Polishing « Buffing 





ciency with longer bath life (carbonate 
build-up not detrimental); (4) many items 
being racked and plated in still tanks 
can now be plated satisfactorily in bar- 
rels with Lea-Ronal Bright Copper. 


Lea-Ronaléwe. 


Main office and laboratory: 42-48 27th Street, Long Island City 1, N. Y. 


Sales and manufacturing plant: 237 E. Aurora Street, Waterbury 20, Conn. 
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A SPECIAL REPORT ON PROTECTIVE FINISHES 
FOR ALUMINUM 


Most aluminum producers and fabricators are well aware 


of the superiority of chemical finishes over anodizing for 


the protection of aluminum from corrosion. Naturally, 


then, there is a running battle for acceptance among the 


That’s why, here at Allied, we have 
always studied your needs with regard 
to both our own and competitive pro- 
cesses. We’re constantly trying to pro- 
duce new and better finishes because 
we believe there’s always room for 
improvement . . even to our own 
products. Some years ago this policy 
led to the introduction of a process, 
long in development, that offered you a 
way to overcome anodizing’s obvious 
. Iridite +14. 


This finish was far easier to use than 


technical complications. . 
anodizing, yet provided comparable, 
if not superior, quality. And, its cost 
was much less than anodizing. 


But other finishes offering similar ad- 
vantages over anodizing have entered 
the market. So. . . the current battle 
for acceptance. By any cost comparison 
Iridite 
However, corrosion tests by users show 
contradictory results as to performance 
Iridite #14 and other leading 
protective finishes for aluminum. Most 
tests show Iridite #14 superior, but 
some do not. The margin of difference, 
however, is always small. The truth 
is that all have proved good. However, 
our laboratory research indicated that 
still further improvements could be 
made. 


#14 is the most economical. 


from 
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leading producers of the protective chemical finishes. 





That knowledge... plus our aim to 
give you even better protection and 
maintain the leadership of the industry, 
why Allied Development 
Engineers have been working for long 
years to develop a better finish than 
any of those now available, including 


is exactly 


our own Iridite #14. 


Now the new finish is ready for you. 
It’s called Iridite # 14-2 (Al-Coat). 


From a performance standpoint, Iridite 
# 14-2 gives you two important advan- 
tages in the protective finishing of 
aluminum. 


FIRST: in its fully colored brown 
film stage it provides corrosion 
resistance decidedly superior to 
previous processes. 


SECOND: the basic brown film can 
be hot water bleached to produce a 
clear-type film with protection here- 
tofore unobtainable from clear-type 
chemical finishes. 
From an operating standpoint, new 
Iridite + 14-2 gives you three important 
advantages. 


FIRST: it provides consistently 
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higher corrosion resistance for dif- 
ferent aluminum alloys treated in 
the same bath. 


SECOND: it provides a more 
uniform appearance for parts of 
different alloys and with varied 
surface finishes before treatment. 


THIRD: its operating and technical 
characteristics are superior to those 
of other processes. 


If you are using or planning to use a 
chemical finish for aluminum, you 
should have full details on new Iridite 
+14-2. Write us or send samples for 
free test processing. Or, for more im- 
mediate advice, call your Iridite Field 
Engineer. He’s listed under ‘Plating 
Supplies” in your classified telephone 
book. - - ALLIED RESEARCH 
PRODUCTS, INC., 4004-06 EAST 
MONUMENT STREET, BALTI- 
MORE 5, MARYLAND. 


P. S. Even new Iridite +14-2 will be 
constantly measured against both your 
needs and competitive processes to 
make sure you get the best possible, 
most economical finish for your product 
that man and the 
develop. 
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Completely automatic, unattended un- 
loading end of the Stevens Automatic 
Barrel showing control panel and rec- 
tifier site located above machine. 


Unistrut says — 
“COSTS 50% LOWER-— 


aihiPismlanis.au mn STEVENS AUTOMATIC 
BARREL MACHINE”’ 






Every day in the Unistrut Corporation plant, Wayne, Michigan, 
thousands of small parts are zinc plated and shipped to Unistrut 
warehouses throughout the United States. All of these parts are 


zinc plated automatically by a Stevens Automatic Barrel Machine. 





Unistrut high standards require a uniformity of plate on the Side view of machine showing excellent 
parts used in their metal framing systems. But since installing the a 
Stevens Automatic Barrel they have reported other advantages 
as well—“less handling, smaller inventories and quicker ship- 
ments.” When you consider the 50% cost savings of actual plated 
parts too, it all adds up to a terrifically profitable investment. 


Why don’t you tell us your metal finishing problems and let 
us make recommendations. There’s no obligation. Write to — 








BRANCHES: BUFFALO e CLEVELAND e INDIANAPOLIS Plating section . se with ventilating 
a NEW HAVEN e DAYTON wet work. 
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FOUNDRY — GRINDING —_BLAST BARREL METAL POLISHING & AUTOMATIC AUTOMATIC METAL INCORPORATED £] 
FACINGS OPERATIONS FINISHING TUMBI'NG — CLEANING BUFFING FINISHING PLATING RECLAMATION <4 Te areas SUPERMARKET 
Metal Finishing equipment and supplies from castings or stampings to finished product. (_ DETROIT 16, MICHIGAN 
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_..and JOR 


| Come the Original 


BIAS SISAL jij 
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GUARANTEED FRAYPROOF PERFORMANCE! 


The high-quality sisal used in every 
JOE-D Buff is grown and specially 
woven for JOE-D in Yucatan, Mexico. 
Top quality raw material is one rea- 
son why JOE-D Sisal Buffs are the 
finest on the market — fast-cutting, 
long-lasting. And JOE-D’s original — 
bias construction guarantees fray- 
+ proof performance — never a_ loose 
thread end to scratch or mar. Insist 
on original quality ... specify JOE-D 


The JOE-D line covers 
a complete selection 
of Bias, Bias Sisal, 
Bias Spoke (Fin- 
ger) and Con- 
ventional 
Buffs—as 

well as 
quality 
Polishing 
Wheels. 


Holders of \ 
the original ; 
patent on 

Bias Sisal 

Buffs— . 
U.S. Pat. \ 
No. 2642706 


ATTENTION 
JOBBERS! 


Some choice terri- 
tories still available 


WRITE TODAY! 


the J OD Buff Company 


SANDWICH, ILLINOIS * TELEPHONE 2171 


> 
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—you can’t buy a better buff! SY SSS SS te 
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arnstead 4 
WATER. DEMINERALIZERS 


— Better Plating, better Finishing - 
with MINERAL-FREE WATER ' 





#1 FOUR-BED 

Capacities up to 2500 
gallons per hour. Shipped 
complete, ready for 
water line. 


#2 MODEL BD 2 

5 to 25 gallons per hour 
under pressure. Connects 
to any tap. 





#3 MIXED-BED 

Capacity of 500 gallons 
per hour. Low cost, 5c 
for 1000 gallons. 


#4 TWO-BED 
1000 gal/hr of pure 
water for plating, 
anodizing, etc. 





Partial List of Barnstead Demineralizer Users 


Buick Motor Div. of G. M. Raytheon Mfg. Co. 
General Electric Corp. Radio Corp. of America 
Ford Motor Company Hard Chromers Inc. 
Sarkes Tarzian Inland Steel Co. 
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Write for Barnstead Pure Water Catalog Today! 


RADE MARK REG US 


arnstead 


STILL & STERILIZER CO 


FIRST IN PURE WATER SINCE 1878 


10 Lanesville Terrace, Forest Hills, Boston 31, Mass. 
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Phil Virtue, president, Virtue Bros. Mfg. Co., Los Angeles, Calif., says: 


“Wyandotte PRE-FOS and 


ES. definitely clean metal 
better...at lower cost!” 





















(1) At Virtue Bros. Mfg. Co., this 
: tremendous automatic plating ma- 
a chine (the largest on the West 
Coast) runs steel furniture parts 
through a complete cleaning and 
plating cycle. Wyandotte F\S., out- 
standing steel electrocleaner, is 
used in the two cleaning tanks. 
F.S. provides: exceptional deter- 
i £ gency, fast and complete wetting 
action, controlled foaming, very 
free rinsing, high soil suspension, 
and long solution life. 








Virtue Bros. Mfg. Co. is the West’s largest manufacturer of 
chrome and black metal dining furniture. Like many makers 
of metal products, this company prefers Wyandotte F.S.* 
for metal cleaning prior to plating, and Pre-Fos* for metal 
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cleaning and phosphatizing prior to painting, because 
Wyandotte products provide excellent cleaning at lowest 
use-cost. Virtue Bros. is well pleased, also, with the services 
of Wyandotte’s skilled technical staff. 

Wyandotte offers a performance-proved line of metal 
cleaners, phosphatizers, paint strippers, and related prod- 
ucts. If you have a metal-cleaning problem — or would like 
to see how Wyandotte products can improve your operation 


@ Besides F.S., Virtue Bros. use 
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Wyandotte Pre-Fos in a spray 
washer, to clean and phosphatize 
steel parts perfectly for painting. 
H. W. Rueckert (center), Virtue 
Bros.’ plant engineer, and C. Stin- 
nett (right), paint department 
foreman, examine a painted part 
with Ken Clayton, Wyandotte rep- 
resentative. Pre-Fos works wonders 
in hard or soft water, in a spray 
washer or soak tank. 


METAL FINISHING, February, 





and, at the same time, cut costs—call your Wyandotte 
representative or jobber today! Wyandotte Chemicals Cor- 


poration, Wyandotte, Michigan. Also Los Nietos, California. 
*REG. U.S. PAB. OFF. 


yandotte CHEMICALS 


Helpful service representatives in 
138 cities in the U.S. and Canada 








ONLY HENDERSON OFFERS 
THIS 3-PIECE CONSTRUCTION 


In all Henderson Horizontal Cast Tumbling Barrels, one of which is shown , 
above, the ends are separate from the body. As the body carries the load, it If You’re A 
wears out long before the ends do. For a long time, therefore, with Henderson “Tumbler” 
barrels, you will need to replace only the bodies, merely bolting on the original Send for This 
di oo with the cost of complete new barrels, you can thus save as NEW 
much as 40%! CATALOG 

After long experience in the finishing field, we like to recommend cast-iron 
barrels for most deburring and grinding jobs, but we make rubber, Neoprene, HEND: , 
and wood-lined barrels — over 25 types, a barrel for every conceivable finish. LUMELING ON 
Besides the highest quality of material and workmanship, when. you buy a 
Henderson, you get a lot of “know how”! 


THE HENDERSON BROS. COMPANY 
“The “Tumbling Carrel People” 


133 SOUTH LEONARD ST., WATERBURY, CONN. 





SINCE 1880 . DESIGNERS AND BUILDERS OF TUMBLING BARREL EQUIPMENT 
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Gorn TYPE "B” AUTOMATIC 








you'll be agreeably surprised... 


@ At the high production 
@ At the low cost _ 
@ At the high quality 


@ At the low rejections 


Whether your plating requirements are for high production of 
small parts or moderate production of large parts, there is a 
Crown Type “B” machine that will automatically travel your work 


through the entire treatment cycle —on schedule. 


Write us details of your treatment cycle and production requirements for further information 


' CROWN RHEOSTAT AND SUPPLY COMPANY 


3465 N. KIMBALL AVENUE «+ CHICAGO 18, ILLINOIS 









































Ulomulic 
POLISHING end BUFFING MACHINES 











@ For Polishing and Buffing, 
De-burring, Wire Brushing 
and Micro-finishing 


@ Rotary Automatics 
Straightline Audomatics 
Semi-Aulomatics 


@ Backed by half a century 


of specialized experience 
and progressive development 


@ Proved performance and 
dependability in industry 
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Kaye Acm E Manufacturing Co. 
> <€£i 77) , 1400 €. 9 MILE RD., DETROIT 20 (Ferndole) MICH. 
fs belune OF AUTOMATIC POLISHING AND BUFFING MACHINES FOR NEARLY HALF A CENTURY 


CATALOGS ON REQUEST 
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Each of these new outstanding Harshaw bright nickel plating processes has certain 


unusual characteristics which fit it to the product finish required in your plant. 


Top brightness with thin deposits . . . Especially outstanding color performance 
in applications where little or no basis metal finishing is done prior to plating 
... Perglow or Nubrite deposits are extremely receptive to chrome plating... 
Unique leveling results of Perglow or Nubrite have a hiding and filling effect 
on surface defects which other nickel deposits tend to emphasize. Polishing 


costs are decreased. 


For application in your plant, phone or write our nearest office. 


THE HARSHAW CHEMICAL COMPANY 
1945 East 97th Street « Cleveland 6, Ohio 


Chicago 32, Ill. +¢ Cincinnati 13, Ohio « Cleveland 6, Ohio * Houston 11, Texas « Los Angeles 22, Calif. 
Detroit 28, Michigan ¢ Philadelphia 48, Penna. «+ Pittsburgh 22, Penna. * New York 17, N.Y. 
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STUTZ 
PLATING 
BARRELS 


Of High Temperature 


e Heavy Duty Production L U Cc i T E 


e Highest Possible Current 


e Complete Cycle—all solutions 
(temperature to 185°F) 













Stutz Plating Barrel Unit for continuous operation through Alkali 
Cleaning, Acid Pickling, Acid and Alkaline Plating solutions and 
rinsing. Largest number of cylinder perforations possible. 


Stutz Plating Barrel Unit, Motor Drive Mounted Overhead. Con- 
tinuous rotation of cylinder from one operation to another and 





where a minimum of solution dragout is important. Roller bearing 
chain drive to absorb load shock. On a complete Barrel Plating 
installation, this type of equipment can be made at lower cost 
since motor drives are not required on each tank station. 


Where extremely small openings are re- 
quired, our patented Dual Hole is used. 
This design permits solution flow with a 
minimum of resistance. 


WHEN INQUIRING, MENTION PRODUCTION BARREL trccs:"in the industry = means les 


repiacecment. 


STUTZ DELUXE PORTABLE 
PLATING BARREL 


| 
| 
Made in 2 standard sizes. | 











JUST OFF THE PRESS! 
Write for your copy TODAY! 


Standard openings — 3/32" NEW 1955 CATALOG! 








aia by $176.50 . 
ar ce $275.00 ’ 








Ee $50.00 — Basket............ ... $8.65 ‘ 





“Serving Industry for 33 Years” 


x 4 * CHICAGO 12, ILLINOIS 


“Complete metal finishing equipment and supplies” . 
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This part once cost 21%¢ per piece to 
finish. The manufacturer investigated 
barrel finishing and decided to give it a 
trial. 





eae 
This method barrel finishing — 
proved a sensational cost cutter. The 
medium is Norton aALtuNDUM* Tumbling 
Abrasive. The cost per finished part to- 
day is 54¢! 





This abrasive, a typical Norton finish- 
ing development, is sharp, dense, hard 
and non-fracturing. Its blocky shape 
eliminates slivers and chips in the 
process. 


Cost on this piece cut 75% 
with barrel finishing abrasive 


“TOUCH of GOLD” 
enjoyed as Norton 
ALUNDUM Tumbling 


Abrasive goes to work 


This finished part tells the story in a 


jiffy. 


Once the work entailed “hand- 
deburring” at a cost of 2144¢ per piece. 
Now barrel finishing with Norton 
ALUNDUM abrasive does the job and the 
cost is 54¢ per piece. 

Besides the savings, these other ad- 
vantages were also gained: Uniformity 


ETAL FINISHING, 


of radii and surface ... Brighter 
color... Smoother finish. 
Are you taking advantage of Norton 


ALUNDUM tumbling abrasive in your 
work? 

See your Norton Distributor for 
further facts. Or write to Norton 


Company, Worcester 6, Mass. Distribu- 
tors in all principal cities, listed under 
“Grinding Wheels” in the yellow pages 
of your phone book. Export: Norton 
Behr-Manning Overseas Incorporated, 
Worcester 6, Mass. G-280 


*Trade-Mark Reg. U. S. Pat. Off. and Foreign Countries 


Galaking better products. ..to make your products better 


NORTON 


and its BEHR-MANNING division 


NORTON: Abrasives * Grinding Wheels * Grinding Machines « Refractories 
BEHR-MANNING: Coated Abrasives * Sharpening Stones « Pressure Sensitive Tapes 
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10 REASONS WHY 
THE COUNTRY’S 
FINEST COATERS USE 














VINYL PLASTISOL 


FOR INDUSTRIAL 





COATING! 
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] They know that MICCROSOL is the highest quality material they 
can use. 

2 MICCROSOL has become the accepted standard for coating plating 
racks, baskets, hangers, hooks, fixtures, ducts, tanks, tools, and 
many other parts. 

3 The strength, toughness, scuff- and abrasion-resistance of MIC- 
CROSOL give your coatings longer life. 

4 The permanent flexibility and positive, continuous adhesion of 
MICCROSOL enable them to meet the strictest specifications and 
technical requirements, for protective coatings. 

5 They can depend on MICCROSOL to keep their reputations, and 
the quality of their work, at the highest level in the industry. 

6 They have helped us develop MICCROSOL to its present point of 
perfection. 

7 MICCROSOL is easier to apply. Gives you better coatings for less 
money. 

8 MICCROSOL responds to their skill and experience. Helps them 
give you the rugged coatings you need to protect work and your 
equipment. 

9 MICCROSOL coatings last longer. 

10 They can depend on MICCROSOL! 
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Developed and Manufactured by 
Experienced Platers mi 






You can’t blame us for being proud 
of the quality of the coating work 
produced by our customers. We 
have worked with them, and for 
them, to the very best of our ability, 
during the phenomenal growth of 
the coating industry. We know them 
well, and appreciate their loyalty 
and support. And we hope to have 
the privilege of serving them all for 
many years to come. 


There’s a MICCROSOL Coater lo- 
cated in your vicinity. He’s un- 
doubtedly the leader in his field. If 
you want superior coating jobs, 
we'll be glad to help you get in 
touch with him! 


MICHIGAN CHROME and Chomisel Company 


8615 Grinnell Avenue e¢ 
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Barrel Zing 


Brichteners 


PROMAT B4, 


with 


Here’s a simple, fast and economical method for 


producing brilliant zinc deposits on barrel work. 


Promat B4, B4M and B8 Brighteners can be successfully treated with chromates, 
phosphates and other surface conversion coatings . . . are easily controlled, strike fast, 
cover well, and can be depended upon for uniform depth and brilliance of color. 


-.. and there’s more—most average cyanide zinc plating solutions can be readily and 
inexpensively converted to Promat B4, B4M or B8. Find out how, and why, 


these new brighteners can help ease your plating problems. Write for details. 
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851 S. Market St Waukegan, 
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» Made ia Ail Colors 


« Colors Constant 


DAVIS-K GOLD PLATING SOLUTIONS | 


ae 
67% POTASSIUM GOLD CYANIDE SALTS 
LUSTROUS WHITE RHODIUM SOLUTION | 


® 
THE ONE OUTSTANDING DEVELOPMENT IN GOLD PLATING 
DURING THE PAST QUARTER CENTURY 





















» Brilliant Finish 
« Tarnish Resistant 
+ Bottled By iroy Weight 


+ Made from US. Treasury: 
Gold Sy 


« Ready For immediate Use 


Sie 





ONE OPERATION 


e 
TANK RHEOSTATS: We are pleased to announce our variable type tank 
rheostats which are specially designed for precious metal plating. 

cy 
DAVIS-K SERVICE: Our service today with its newly expanded facilities is fast 
and efficient. We are fully equipped to reclaim your old gold and rhodium 
solutions. Phone or write your precious metal problems. We welcome them! 














“Where Clittering Elegance Reflects Lasting Quality.” 


B= 135 West 29th St. LOngacre 4-1978 - 9 New York 1, N. Y. 





Solution to tough polishing problems | 


SET-UP WHEELS 
... the felt wheel by tout 


... the abrasive grain by your 
favorite manufacturer 


ree 


Whether you work with metals as soft as aluminum : 
or as hard as steel, it’s 20 to 1 your polishing applica- i 
tions call for abrasive grains in the 120-240 range. It’s : 
here that eye-appealing finishes are born — and it’s the 
very range where Paramount Felt Wheels set up with 
the proper abrasive can do the most for you — both 
quality- and cost-wise. 

Discover for yourself why hundreds of manufac- 
turers call Paramount Felt Wheels the versatile work- 
horses of their polishing rooms — call your supply 
house today. 


BACON FELT COMPANY 


437 BY 735 a a ee ie), LES ota a 
Established 1825 "Felt Does It Better" 








New 12-page catalog shows ways you can profit wiih felt 
write for your copy today. 
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GERMANIUM RECTIFIERS ARE ANSWER 
TO LOW COST, LIFETIME EFFICIENCY 


SEL-REX First To Utilize 
Sealed Germanium Cells To 
Provide Superior Plating Power 


BELLEVILLE, N. J. — The development laboratories 
of Bart-Messing Corporation, famous in the plating in- 
dustry as pioneers in modern plating techniques and 
equipment, again pace the industry with the develop- 
ment of SEL-REX GERMANIUM POWER RECTI- 
FIERS. 


UNLIMITED LIFE 


Completely Sealed 
Germanium Cells 
Impervious To Aging 





PHENOMENAL 
EFFICIENCY 


With operating efficiency up to 
92%, SEL-REX GERMAN- 
IUM POWER RECTIFIERS 
are undoubtedly the most effi- 
Because Germanium cells do not 
age they continue to supply the 
initial high efficiency after years 
and years of service. Germanium 
rectifiers operate in high am- 
bient temperatures (55° C.) 
without overheating. 


cient D.C. power conversion 
equipment built. This high over- 
all operating efficiency is re- 
flected in tremendous savings in 
operating costs when compared 
with all other conventional 
types of equipment. Germanium 
Rectifiers also have improved 


REDUCED SIZE — output voltage regula- 








Now Available 
In Models From 


500 To 50,000 
Amps Output 


Bart-Messing Corporation is 
now Offering to the plating in- 
dustry a diversified line of SEL- 
REX Germanium Rectifier 
equipment in standard models 
from 500 to 50,000 amperes 
output. Equipment is available 
in conventional forced air cooled 
or completely sealed water 
cooled design. 





MAGNETIC 
AMPLIFIER 
CONTROL 


Sel-Rex Germanium Rectifiers 
are also supplied with static 
magnetic amplifier control for 
automatic regulated output 
units. 


AND WEIGHT 


Diminutive size of Germanium 
cells permits tremendous savings 
in weight and size of unit — 
more power in less space. 








Write at once for complete information or quotation. 


BART-MESSING CORPORATION 
229 Main Street —_ Belleville 9, N. J. 


Manufacturers and Distributors of Plating Supplies and Equipment 
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ANALYZE YOUR 
PLATING SOLUTIONS! 


The fact is that the highest efficiency and peak per- 
formance of a plating solution can only be achieved if 


the ingredients are in “proper balance.” Haphazard 


additions to your tank can only lead to trouble. You 
must analyze your plating solution and be sure of its 
deficiencies. Then, you can calculate and make the 
additions correctly. Kocour Analytical Sets will do this 
job for you quickly with dependable accuracy. 


USE KOCOUR TEST SETS 


for the control of 


PLATING 
CLEANING 
PICKLING 
ANODIZING 
SEALING 
COATING 
PASSIVATING 
DEBURRING 
DESMUTTING 
PHOSPHORIZING 
HEAT TREATING 
pH CONTROL 
THICKNESS TESTING 


KOCOUR ANALYTICAL SETS 


are easy to use! 


ANYONE can use a Kocour Test Set because... . 
of chemistry is necessary . . 


no knowledge 
. the most streamlined methods are 
used . . . directions are written in a step by step form... test 
sets are very complete (including all of the necessary reagents and 
glassware) . . . reagents are clearly numbered to avoid any error 
. readings are directly in ounces per gallon . . . calculations are 
minimized and include examples and factors for making the correct 
additions. 


esting § 
KOCOUR \ling 
por tor swat 9g 
viekling — ‘nod \ 
pic ‘ i speci? 
pevenes oe irem eae 
° 
write today 7° 
4go1 $ 
cH 


36 























IOLYTE Laminated Fiberglas 
ACID FUME DUCTS 


CUSTOM BUILT 
FROM DRAWINGS 
OR PRINTS 
AT NO EXTRA COST 















ANY DIMENSIONS 
ANY CURVES 
ANY LENGTHS 


IOLYTE has greater resistance to chemical attack than 
stainless, Monel, or aluminum. 1/5 the weight of steel, it 
is superior in tension, flexural, and compression strength. 
Unlike thermoplastics IOLYTE will not heat-distort below 
350 deg. 


Stacks, tanks, crocks, dampers, elbows, etc. also fabricated 
to order. Standard size crocks available in stock. 


Send drawings or prints for quotes and ask 
for literature giving chemical resistances. 








SCHORI PROCESS DIVISION 


FERRO-CO CORPORATION 


8-11 43RD ROAD, LONG ISLAND CITY 1, N. Y. 
FACTORY: 59-31 54TH STREET, MASPETH, L. I. 
LAMINATED 


10 LYT FIBERGLAS* 


CROCKS 


PRACTICALLY UNBREAKABLE 
CHEMICALLY RESISTANT 

LIGHTWEIGHT 
INEXPENSIVE 
NOT TAPERED 








*Trade mark of 
Owens-Corning 
Fiberglas Corp., 
Toledo, O. 





oo 
Available from Stock — PRICE LIST 


GAL. ours. ours. LIST GAL. OuTs. curs. LIST 
CAP, DIAM. HGHT. cOsT CAP, DIAM. HSHT. CcOsT 
5 9” =6©18" §=«24.00} 30 18” 28” 49.00 
10 9” 36” 30.00] 40 18” 36” 59.00 
10 16% 12" 28.00 | 50 18” 48” 69.00 
12 16” 14” 30.00 | 979g” age gg. 
20 16” 24 40:00 | 53 99" 36” «70.00 
30 16” 36” 49.00 
40 16” e 48” 59.00 | 73 an” 48” £3.00 
14 18” 12” 35.00| 55 28% 22” 76.00 
20 18” 18% 40.00] 95 28” 36” 98.00 
26 18” 24% 45.00] 125 28” 48” 125.00 





Distributor Territories Open 
Order from us or from your distributor. 
No C.O.D.’s. 


Unless rated firm, 


payment with order. Ail prices FO3B, L.I.C. 








SCHORI PROCESS DIVISION 





8-11 a aoee. a. mye ony 1, N. i 
FACTORY: 59-31 54TH STREET, MASPETH, L. 
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; a are ef as wt eee pe ae ee a games fh ee BE es 
PE ok eT : Pape tk See: ene ede a eo Rs Bee 
BEFORE AND AFTER photos show how the HONITE Method finishes steel roller chain sprockets. Note 
how smoothly and evenly the stubborn hobbing burrs have been removed. 


a es 





Milwaukee manufacturer finds... 


HONITE BARREL FINISHING CUTS COSTS 60% 








The Chain Belt Co., of Milwau- steps are performed simultaneously. And with a 
kee, Wisconsin, makes 714” diameter more uniform finish, parts are cleaner; burrs and 
steel sprockets for roller chains in scales are eliminated completely. 
large quantities. On this unit the Find out today how Honite Barrel Finishing 
company cut two finishing steps to Methods can increase production, cut unit costs, 
only one . . . cut finishing costs from give better, more uniform finishes faster. You'll 
6)2¢ per unit to 2’e¢...cut unit be money ahead if you put the Honite Method to 
finishing time by 35% . . . when they work in your plant. Call your Honite Methods 


switched to the Honite Barrel Finishing Method. Engineer or nearby Honite Distributor for com- 
Here’s how. The company formerly used grind- plete facts. 
ing and hand-filing methods to remove hobbing 


Se a ee a ee es a ee ee ee ae a ae a 
burrs and de-scale and de-grease sprockets. Now, 











; : i MINNESOTA MINING AND MFG. Co. i 
with the recommended Honite Method, these ian sae 
> Dept. MF-25, St. Paul 6, Minn. ; 
: [] Send me FREE “Facts and Figures Report on HONITE 1 
Barrel Finishing” 
CO I'd like to talk with a HONITE Methods Engineer ; 
% 
PMC Lvadids cemtecevanedeneus MG Garnnikadedeiwees | 
RNG cic a dire cee gens dueeeeues Maweades otteee eae 4 
t 
POR 6 o:d.0h cenReds condense tends <CkeRwnceeunieunes a 
Made in U.S.A. by Minnesota Mining and Mfg. Co. General Offices: St. Paul 6, 4 Ci S 4 
Minn. In Canada: P. O. Box 757, London, Ont., Can. Export: 99 Park Ave., t |) ee ee ROG § eR ba 66 :tie dé ee 0 te 
New York City. Makers of “Scotch’’ Pressure-Sensitive Tapes, i Sto q 
“Scotch” Brand Magnetic Tape, ‘“3M’’ Adhesives, ““Underseal’” : 
Rubberized Coating, ‘‘Scotchlite’’ Reflective Sheeting, “Safety- 4 i ! Type of products to be finished. «1.6... eee e cere cece rece a 
Walk”’ Non-slip Surfacing. be >, <6 La aa EE Eee eee eee eee wb 
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White, hard and highly resistant to corrosion, Rhodium 
Electroplate is a precious metal, available at relatively 
moderate cost. Its characteristics make it advantageous 
for use in the manufacture of Jewelry, Giftwares, Acces- 
sories and many other applications. Consult us about your 


specific plating problems. 


SIGMUND COHN MFG. CO., INC. 


121 SOUTH COLUMBUS AVENUE * MOUNT VERNON, NEW YORK 





THE ANSWER TO YOUR TANK HEATING PROBLEMS 


FOR ALKALINE HEATING JOBS 





FOR ACID HEATING JOBS 















































SEE YOUR PLATING SUPPLY HOUSE 















CLEPCO 
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WRITE US FOR LITERATURE 


CLEVELAND PROCESS COMPANY 


1965 EAST 57th STREET i 
CLEVELAND 3, OHIO 
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Saran lined pipe, fittings and valves are built to convey 
acids, alkalies and other corrosive liquids at low over-all 
costs. The durable inner lining eliminates shutdowns due 
to corrosion and forms snug, tight-fitting joints that 
prevent leakage. 

Saran lined pipes, fittings, and valves are easily and inexpen- 
sively installed. They are cut and threaded in the field with 
any standard pipe fitter’s tools. Because of saran lined pipe’s 
} rigidity, even long spans require a minimum of support. 





SOME OF THE MANY 
) INSTALLATIONS USING 


SARAN LINED 


STEEL PIPE 


Saran Lined Pipe is Manufactured by 








The Dow Chemical Company , : . , , 
Midland, Michigan A large chemical company uses this installation to Saran lined pipe used for conveying hydrochloric acid 
. : : ; ei , 
r convey demineralized water. It has a perfect record of at temperatures from 20° to 90°C., has had no unsched- 
keeping the water {ree of contamination for five years! uled interruptions due to corrosion for over two years! 











you can depend on DOW PLASTICS 


YW 
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You Can See Why 


SARAN LINED PIPE 


CUTS CORROSION COSTS | 


Corrosion resistant Saran Pipe swaged into steel is your answer to downtime losses. 


If your operation requires the conveying of corrosive 
liquids, and if downtime losses are troubling you, investi- 
gate saran lined pipe, fittings, and valves today. For further 
information, contact the Saran Lined Pipe Company, 
2415 Burdette Avenue, Ferndale 20, Mich. Dept. 520C-1 


RELATED. SARAN PRODUCTS ~— Saran rubber tank 
lining e Saran rubber molding stock e¢ Saran tubing 


and fittings ¢ Saran pipe and fittings. 
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Theyre Here! 


THE NEW HEAVY DUTY 
PRODUCTION TWINS* 


Clinton 
SELENIUM RECTIFIER 











*2 SERIES — 


1500 Ampere at 
6-12 V. or 2-6 V. 






AND 






2000 Ampere at 
6-12 V. or 2-6 V. 


NEW 
LOW 





PRICE! 








GENEROUS 
TRADE-IN 
ALLOWANCE 





45 years experience in the plating 


field plus the benefit of improved production methods make possi- 
ble this sensational value in heavy duty selenium power rectifiers. 
Quality standards have been maintained and great price savings 
effected. . . . Both series of the Clinton Heavy Duty Production 
Twins come complete with built-in voltage regulators and all | 
necessary operating accessories. .. . Since we are also REBUILD- | 
ERS of all types of plating and polishing machinery, your present 
equipment, regardless of age or condition, will be accepted in trade. | 


Write, wire or telephone for complete information. 


FRanklin 2-3753 


NG Y/ CLINTON supPLy comPaNy 


Rectifier Manufacturing Division 
110-112 SOUTH CLINTON ST., DEPT. M, CHICAGO 46, ILL. 













40 









FINISHING PUBLICATIONS, INC. 


381 Broadway 





BOOKS FOR YOUR 
PLANT LIBRARY 


PRINCIPLES OF ELECTROPLATING 
AND ELECTRCFCRMING 
REVISED THIRD EDITION 


$7.00 PER COPY 





METALLIZING NON-CONDUCTORS 














$2.00 PER COPY 


DICTIONARY OF METAL FINISHING 
CHEMICALS 


$3.00 PER COPY 





1955 METAL FINISHING 
GUIDEBOOK-DIRECTORY 






$3.00 PER COPY 
















Book Orders Payable in Advance 








Westwood, N. J. 
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When you need 


POTASSIUM 


for copper and silver plating — 


IN CONVENIENT, DRY FORM 


Du Pont’s guaranteed high- 
purity potassium cyanide is 
ideal for a/] your copper 
and silver plating work. 

Shipped in full open-head 
drums, Du Pont’s crystal- 
line potassium cyanide is 
easy to handle and conveni- 
ent to store. 


... A Reliable Supply 


FROM DU PONT'S MODERN MEMPHIS PLANT 


Du Pont has new produc- 
tion facilities at Memphis, 
Tenn., to assure you a de- 
pendable domestic source 
for potassium cyanide. 

You can always count on 
fast, national delivery from 
Du Pont’s conveniently lo- 
cated warehouses. 


... Technical Service 


FROM DU PONT FIELD MEN 


Du Pont’s potassium cya- 
nide is backed by a practi- 
cal technical service to help 
you maintain plating eff- 
ciency. 

Just callany of the 
Du Pont district offices 
listed below for this prompt 
service. 





E. |. du Pont de Nemours & Co. (Inc.) « Electrochemicals Department « Wilmington 98, Del. 


DISTRICT OFFICES: Boston © Charlotte * Chicago © Cincinnati * Cleveland ¢ Detroit 
El Monte (Calif.) © Kansas City* * New York © Philadelphia * Export Division, Wilmington, Del. 


CHEMICALS + PROCESSES - 


for ELECTROPLATING 


METAL FINISHING, February, 195 


REG. U. S. PAT. OFF. 


BETTER THINGS FOR BETTER LIVING 


nn 


THROUGH 


*Barada & Page, Inc. 


SERVICE 


CYANIDE 


DEPEND ON DU PONT 


... High-Purity KCN 


CHEMISTRY 
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ALMCO 


CASE HISTORIES CONSISTENTLY SHOW 


Gost Savinswie 95 


AMERICA’S FINEST, MOST 
COMPLETE LINE OF 
BARREL FINISHING EQUIPMENT 
MATERIALS and COMPOUNDS 











Advanced Design oer 
Models pB-200, pB-400, 





THE LAST WORD IN 
PRECISION DEBURRING and 
FINISHING EQUIPMENT 


@ ALL WELDED HEAVY GAUGE STEEL 
CONSTRUCTION 


@ BARRELS AVAILABLE WITH %4” O 
Y2”” NEOPRENE LINING or UNLINED 


@ INFINITE VARIABLE SPEED DRIVE TO 
6 TO 30 RPM 


@ POSITIVE MAGNETIC BRAKE AND 
FORWARDING and REVERSING 
SWITCH 


@ BUILT-IN RECEPTACLE OUTLET 


@ ROLL-A-WAY PERFORATED HOOD 
AND CAM-OPERATED DOOR 


@ SELF ALIGNING BEARINGS 
METAL FINISHING, February, 1955 



















$2 


Fact-filled 


MAIL COUPON TODAY. LEARN 
ISHING A 


TAKE THIS SHORT CUT TO 
LOWER DEBURRING AND 
FINISHING COSTS 


Here’s the finest, most up-to-date lowest-cost method of finishing 
parts in America today. Our files are loaded with hundreds of 
case histories where Almco Supersheen Speed Finishing has saved 
staggering — almost unbelieveable amounts of money over former 
finishing methods. In a recent review of 10 typical Almco Super- 
sheen Installations, finishing costs average 80.1% less than former 


methods! 


If you produce parts of any kind that require finishing, why not 
enlist Supersheen’s engineers to help you get a BETTER FINISH 
FASTER — AT LESS COST with INCREASED PRODUCTION. 


MAIL COUPON BELOW. 


BEFORE AFTER 





Appliance manufacturer 
eliminated 75% of labor 
cost and increased produc- 
tion 40% by using Super- 
sheen Finishing on this part. 
Fewer rejects, too! 









BARREL FIN- 
_CAN SAVE 





BEFORE AFTER 
Supersheen fixture ma- 
chines deburred this sprock- 
et with finishing cost reduc- 
tion of over 40%. Main- 
tained uniformity of radius 
and pitch on teeth. 


MAIL THIS 


O) Please send 
me Almco Super- 
sheen Catalog. 















BEFORE AFTER 


Plumbing fixture manufac- 
turer reduced costs on this 
part from $.25 per unit to 
$.0104 per unit using Super- 
sheen Speed Finishing. Over 
a 95% saving! 


BEFORE AFTER 


Hardware manufacturer 
ground, deburred and pol- 
ished this die casting with 
cost reduction from $.0945 
to $.0066. A saving of 93%. 


ALBERT LEA MINN 


ALMCO SUPERSHEEN 
912B Marshall Street 
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COUPON TODAY! 





















































































































































































































the most important 
one-volume reference book 
ever published for the 


electroplating industry! 


ELECTROPLATING 
ENGINEERING 





HANDBOOK 


by A. KENNETH GRAHAM 


President, Graham, Crowley & Associates, Inc., 


in collaboration with over 


Here at last is the complete, up-to-the-minute data book long 
needed by everyone in the electroplating and metal finishing field! 
For now, with this big, 650-page book at hand, you can quickly find 
the answer to practically every imaginable engineering or processing 
problem! 


The first part of the book brings you all the most recent informa- 
tion available on processing and operating techniques. Full chapters. 
each jampacked with tables, charts and drawings, cover such impor- 
tant topics as the design of parts to be plated; metal surface prepara- 
tion; standards and specifications; various bath compositions: 
processing sequences; testing of deposits; metallurgy; trouble shoot- 
ing: water requirements; waste treatment; industrial hygiene and 
safety. 


Part Two describes in full detail the engineering factors involved 
in the construction and installation of plating equipment. With scores 
of plans and illustrations, this section covers plant location and lay- 
out; construction of foundations and floors; design and installation 
of tanks, linings, barrels and racks; heating and cooling equipment; 
anode and cathode rod and bus bar systems; exhaust systems; man- 
ual, semi-automatic and fully-automatic plating machines: current 
sources; filtration; rinsing and drying; auxiliary plating room equip- 
ment; and general maintenance. 

No matter what your interest in the electroplating field — 
engineer, designer, equipmer:t manufacturer, executive, shop superin- 
tendent, purchasing agent, or user of electroplated parts — you'll 
find just the information you're looking for every time you use this 
valuable, complete Handbook. So don’t wait — reserve your per- 
sonal copy today! 


1955, 650 pages, 6” x 9”, profusely illustrated, $10.00 


METAL FINISHING, Book Dept. 
381 Broadway, Westwood, New Jersey 
check for $10.00. Please rush 


Enclosed is my me a copy 


cation. 
Name 
Address 


City & Zone State 


experts in the electroplating field. 


of Graham’s 


ELECTROPLATING ENGINEERING HANDBOOK immediately after publi- 


40 widely-known 





Among the many topics 


covered for the first time 


book form... 


Design for plating 


Design of continuous plating machines for 


steel mill products — wire, strip, sheet, conduit 
Design of spray washing machines 
Design for phosphate treatment processes 


Engineering data for rinsing — water conserva- 
tion, dragout recovery, reduction of chemical 
waste, efficient rinsing methods, 


Plating barrels — design and engineering ap- 


plications 
Design and engineering features of rectifiers 


Engineering of PR cyanide copper plating in- 
stallations 


Vetallurgy for the electroplater 
Disposal of plating wastes 


Plating bath compositions and operating con- 
ditions — construction materials, filtration, agi- 
tation, heating or cooling, amperage, voltage, 
types of anodes. 


Glossary of electroplating terms 


Design and use of heating and cooling equip- 
ment 


e@ Equipment and engineering data for filtration 


Use this handy 
coupon to 
reserve YOUR 


copy now! 
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ALWAYS FINISHES FIRST 








the perfect liquid compound 
for all metal finishing 





It’s a fact—Liquimatic’s continual lubrication 
lengthens buff life up to 400%. It’s not hard to figure that such a 
healthy saving on buffs soon pays for a complete Liquimatic Appli- 
cation System—a system that continues to save you money in all 
phases of your buffing and polishing operations. 

Liquimatic saves on production costs because it’s completely 
automatic. An electrically timed system feeds Liquimatic Com- 
pound to the buff in exactly the right amount to produce the exact 
rate of cut you need. There’s no compound wasted, no nubbin prob- 
lem. No hand application, no changing bars, either—can you see 
any savings here in your buffing room? 

Check the other features of Liquimatic Liquid Buffing Compound... 
then write today for your free copy of Liquimatic’s folder that tells the 
whole cost-saving story of Liquimatic in your buffing room. 


These additional Liquimatic features mean real 

LL i ™ savings in terms of time, money, safety— 
— 3 ¢ completely automatic « fast cutting « lower com- 
pound cost « easy cleaning « adhesive slow-wearing 








buff face ¢ non-settling « high flash point ¢ long 
Fe storage life ¢ sprayable viscosity 


) ROBSRSITAGT Ti SOR NNR NNT ES ELT TIN ITE 


gives more buff mileage 





RTA LEW AY //eae 

no ~ sak J. C. MILLER DIVISION 
Your H:VW-M combinetion.  HANSON-VAN WINKLE-MUNNING COMPANY, MATAWAN, N.3. 
of the most modern testing Plants: Matawan, N. J. * Grand Rapids, Mich. 
and development laboratory SALES OFFICES: Anderson (Ind.) * Baltimore * Beloit (Wisc.) ® Boston 
—of over 80 years experience Bridgeport ® Chicago * Cleveland * Dayton * Detroit * Grand 
in every phase of plating Rapids ¢* los Angeles °¢ Louisville © Matawan °* Milwaukee 
ond polishing—of a complete New York © Philadelphia © Pittsburgh ©* Plainfield © Rochester 
equipment, process and sup- St. Louis e San Francisco ° Springfield (Mass.) ° Utica 
ply line for every need. Wallingford (Conn.) 


INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES * EQUIPMENT + SUPPLIES 
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Every day is Saturday... at Folnont/ 












I, Our ingots were infantrymen, they'd blow their tops! For every 
day—and all day—is inspection day at Belmont. 

Not a single drop, square, stick, grain or ingot “gets by” the critical 
eye of Belmont metal experts in anything short of perfect 
condition...at any stage of production. 

And Belmont quality is exceeded only by 

Belmont service — the result of 59 
years of “falling in” on time. 
Better buy Belmont... for both! 


Ra 


Putting Mettle into Metals Since 1896” 














You Can Increase 
! / PLATING SPEED 

| / PRODUCTION AND 

/ EFFICIENCY TO 100% 


| WITH BRIGHT * 
“IT SMOOTHEX 2%" PROCESS 

Your present plating equipment can easily be adapted 

to the SMOOTHEX process. Almost at once, parts 

and pieces in all shapes and sizes emerge from the 
tank in greater brilliance. Plating speed is achieved 
that was formerly believed to be impossible. 

A SMOOTHEX trial proves increased production, 
por lower cost and greater customer satisfaction. With 
SMOOTHEX you: 
ny “AATEC Ore TA aur ase Sn 
INFORMATION | @ HAVE EASY CO ° e U RIGHTNESS 


@ ENJOY LOWER MAINTENANCE COST e@ LOWER OPERATING COST 
@ HAVE ADAPTABILITY 


*Pat. Pending 
Excellent Territories Still Available 
Parts illustrated were plated by Lake Erie Plating Co. for Nelmor Mfg. Co. 


































































10705 BRIGGS ROAD 
CLEVELAND 11, OHIO 
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INTEGRITY 
EXPERIENCE 
RESULTS... 








A Complete Line of Processes and Products for WASTE TREATMENT 


Write for our catalogue and technical reprints: 


Industrial Waste Treatment Dept. 
GRAVER WATER CONDITIONING CO. 
A Division of Graver Tank & Mfg. Co., Inc. 


w-lll 216 West 14th Street, New York 11, N. Y. 
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SINCE 1896 


For Plating Anodizing Metal Cleaning, 
Pickling, Acid Dipping, Drying and 
Related Operations 
tULLY AUTOMATIC SEMI AUTOMATIC 
MANUALLY OPERATED 


~~ 


PLATING BARREL APPARATUS 

STILL TANK PLATING EQUIPMENT 

VARIABLE SPEED PLATING APPARATUS 
AUTOMATIC CLEANING & PLATING UNITS 
CONTINUOUS ACID TREATMENT EQUIPMENT 

MECHANICAL CLEANING APPARATUS 

MOTOR GENERATORS - RECTIFIERS 

DRYERS, ETC. 


~ 


U. S. GALVANIZING & PLATING 
EQUIPMENT CORPORATION 


Incorporated 1896 
31 Heyward St., Brooklyn 11, N. Y., U.S.A. 
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Founded as Metal Industry, January, 1903 
by Palmer H. Langdon, 1868-1935 


a 


Bs Sis 


L. H. LANGDON 
President-Treasurer 
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Electroplated vs. Electroless Nickel 


The publicity associated with the recently developed improvements in the 
process of nickel deposition by chemical reduction, without the use of current 
and anodes, has given rise to widespread consideration of its employment as a 
substitute for electroplating. Although the recently published survey by Dr. 
Brenner (Metav Finisuine, Nov. & Dec. 1954) described the present status of 
this unique process in complete detail, we feel some further comment is neces- 
sary, mainly to put to rest some of the fears expressed by nickel platers as to the 
future of conventional nickel plating. 


The deposit usually contains about 7°; phosphorus and is applied at the 
rate of about 0.6-1.0 mil per hour so that, although the corrosion resistance 
appears to be excellent, it does not show to advantage where purity and speed 
are factors. The coating cannot be applied on zine base die castings or soft 
soldered joints, which precludes its use on a large variety of fabricated products. 
Although material costs vary according to the types of articles processed, they 
will run at least four to five times the cost of anodes and chemicals used in 
electroplating. 


On the credit side, an inherent characteristic of the process is uniformity 
of deposit, so that there is no significant buildup on projections such as threads 
and edges whereas, in electroplating, one may be forced to overplate excessively 
in order to obtain sufficient thickness in recesses. Also, because of the practically 
perfect throwing power, deposits can be applied to the inside of articles such as 
valves and electronic components, which would be impossible to reach in the 
electrolytic process, even with auxiliary anodes. 


Claims, such as absence of porosity and labor saving due to elimination of 
special plating racks, may be considered over-enthusiastic to a great extent. 
Because of the tendency to decompose spontaneously when fine particles are 
present in the electroless bath, good filtration is a must. Observing the same 
precautions in an electroplating bath, nickel deposits can also be obtained with 
practically no porosity, even in thicknesses as low as 0.1-0.2 mils. Allowing for 
possible exceptional situations, we would judge that, in general, possible savings 
in the labor of preparing and maintaining racks is more than balanced by the 
necessity to remove nickel deposits from the walls of the equipment at frequent 
intervals. 


Electroless nickel, effectively employed, can be a very valuable tool for the 
metal finisher. Our personal experience leads to the conclusion that, where 
electrodeposition is impracticable, electroless nickel may be the answer. It has 
far to go. however, before it can be considered competitive. 
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The Use of Filters in 


By J. B. Mohler, Metal Finishing Consultant 


and Charles E. Crowley, President, Alsop Engineering Corporation 


Introduction 


 Ppserier OUS production at competitive cost is 
A only obtained through control of the quality of the 
product. Modern quality control of electroplated items 
is obtained by the engineered usage of filtration as a 
control factor. 

Filtration is the only practical method of keeping a 
plating bath clean. Filterable particles continuously 
enter the bath from a number of sources and. after 
these reach a sufficient concentration, rough. porous. 
or off-color deposits will be obtained. Also. colloidal 
materials sometimes accumulate in the bath. causing 
unacceptable deposits. These can only be removed by 
filtration through an adsorbing medium, such as acti- 
vated carbon. 


Suspended solids in the bath can cause rough and 
porous deposits by occlusion during plating. Colloidal 
impurities can cause rough plating. trees, peeling. loss 


of adhesion, dark plating and loss of plating range. 





E ectroplating 


Sources of Contamination 


Every effort should be made to keep solid and col- 
loidal materials from entering the bath in excessive 
amounts. It is really a matter of cleanliness and purity. 
By keeping the production area clean and by the use 
of plating quality chemicals and anodes, contamina- 
tion can be kept to a minimum. However. it is not pos- 
sible to keep the bath clean by good housekeeping 
alone. Solid particles will enter the bath from dust in 
the air. Harmful solid particles are suspended in the 
air due to grinding and cleaning operations within the 
plant. open windows, or any operation that will create 
or stir up dust. 
is the anode 
sludge. Even with high purity anodes, a sludge is very 
common in many baths. If this is serious it is advisable 


A common source of contamination 


to bag the anodes to keep this source of contamination 
to a minimum. Anode sludges form due to polarization 
of the anodes and production of anode films which 
float off. due to insoluble impurities in the anodes. and 
due to release of grains of metal during anode corro- 





























Figure 1. 


Use of Hoses for Filtration. 
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Figure 2. Continuous Filtration. 


sion. Also. the anode sludge is often charged. so that 
it is readily attracted to the cathode. 

Rust and scale from metal parts near or above the 
tank are a frequent source of contamination. This 
source of contamination can be reduced by cleaning 
and painting metal parts in the near vicinity. 

Chemicals very often contain solids, which remain 
behind after the chemicals are dissolved. This source 
is generally not serious in the case of small additions 
required to maintain a controlled bath with plating 
quality chemicals. However. it is often a factor when a 
fresh bath is made up. It is particularly an item for 
chemicals that are made by precipitation methods, 
where solid particles are occluded and collected during 
the manufacture of the chemicals. Crystalline chemicals 
are generally of higher purity. 

When a fresh bath is made with hard water, preci- 
pitates will form by the reaction of alkaline chemicals 
with the calcium and magnesium salts in the water. 

Many chemicals decompose with time so that in 
some baths insoluble salts are formed during use as a 
result of chemical decomposition. 

During plating, impurities can be dragged into the 
bath as dirt or solid materials on the work. This can 
consist of grinding compounds, buffing compounds, 
scale, rust and other solids. If this occurs it should be 
taken care of by changing the cleaning practice. 

Colloidal impurities, which are removable with acti- 
vated carbon, can enter the bath from excessive addi- 
tion agent. sizing in anode bags, compounds in rubber 
tank linings, precipitates from decomposition of chemi- 
cals, precipitates by reaction with hard water, and par- 
tial colloidal solution of stop-off materials. If such 
sources of contamination can be determined, it is often 
possible to avoid trouble by a change in practice or by 
the use of an alternative material. Such troubles are 
generally kept to a minimum by using plating quality 
materials recommended by sources of supply for the 
plating trade. 


Rough Deposits 


Rough deposits can be avoided by the use of filtra- 
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tion more than by any other means. However, there 
are other causes of rough deposits and it is necessary 
to recognize these in order to take the proper correc- 
tive steps in each case. 

If rough plating occurs, a proper series of tests will 
indicate the corrective steps to be taken. If the rough- 
ness is due to suspended particles then it will disappear 
when the bath is filtered. If filtration cures the rough- 
ness problem, but it returns in a short time, then the 
indications are that the bath is being continuously con- 
taminated. In such a case it is well to examine the 
anodes. Excessive anode sludge or a charged anode 
sludge can cause rough piating in a very short period 
of time. Bagging of the anodes becomes essential in 
such a case. On the other hand, if the anode sludge is 
due to anode films caused by excessive anode polariza- 
tion, it is often possible to dispense with the incon- 
venience of bagging the anodes by increasing the anode 
area or by correcting the bath composition. If the 
trouble is continuous, anode bags should be used. If it 
is occasional, anode current density and bath limits 
should be considered. It is also possible that noble 
metal impurities can enter the bath and immersion 
plate on the anodes to cause temporary troubles. 

If cathode rod agitation or other means of relative 
movement are used to obtain increased plating rates, 
then solid particles that would normally settle in a still 
plating bath will become a source of trouble. The bath 
movement will suspend such particles so that continu- 
ous filtration often becomes necessary. 


Dirt on the work is a common cause of rough de- 
posits. This is generally a trouble that has to be taken 
care of by a change in the cleaning practice. If such 
dirt is on the work at the plating step it will generally 
stay on the work, since it has survived the cleaning 
steps. It is not a source of contamination of the bath 
as much as it is a source of direct contamination of 
the work. Only if the work is excessively dirty will it 
cause sufhicient contamination to result in rough plat- 
ing of clean work that is processed later. 


For some baths rough plating can be caused by 




















overplating of the work. Thick deposits are sometimes 
rough merely because they are thick. This is a matter 
of the characteristics of the particular bath used. For 
instance, it is difficult to obtain a smooth deposit great- 
er than 0.002” thick from a copper cyanide bath by 
ordinary plating practice. A special procedure, such as 
periodic reverse plating. is the answer to such a prob- 
lem. 

High current densities can result in rough plating. 
In this case the limiting current density has been ex- 
ceeded and it is necessary to reduce the total current 
or to reduce the current density in high current den- 
sity areas by change in rack design, change of anode 
arrangement or by robbing or shadowing methods. 

Low metal content in the bath will have the same 
effect at normal current densities as high current den- 
sity with normal concentrations. In this case the plat- 
ing range has been narrowed and the limiting current 
density has been lowered. Analysis of the bath will 
reveal the trouble. 


Testing for Cause of Rough Deposits 


It is not always possible to determine the cause of 
rough deposits, but it is possible to determine correc- 
tive steps to eliminate the trouble. 


When unsatisfactory plating is obtained the best and 
fastest test is a simple plating test. This may be done 
by plating under standardized conditions on a panel 
hung in the bath or, preferably, by a standard plating 
range test. Standard tests of this type are: the in- 
clined cathode or Hull test, the slot test, and the bent 
cathode test. These tests are preferred because they give 
definite reproducible information about the plating 
range of the bath. Such tests may indicate that a defi- 
ciency or possibly an excess of addition agent is caus- 
ing the trouble. If the test is normal, but the produc- 
tion plating is rough then the cause may be due to 
suspended or colloidal impurities that do not show up 
for the usual short testing times of 5 to 10 minutes. 
If the roughness does show on the plating test, then a 
small portion of the bath may be filtered with labora- 
tory equipment to determine if this will correct the 
trouble. In such an instance, testing of a filtered por- 
tion should show an improvement. 


If plating tests are run specifically to test for trouble 
with filterable materials, longer time plating tests may 





be more revealing. Also, a test specimen with a hori- 
zontal surface is desirable to allow suspended impuri- 
ties to settle on such a surface. Rough plating on upper 
horizontal surfaces with smooth plating on the under 
surface and on vertical surfaces is a definite indication 
of trouble due to settling of solid particles. 

Good practice in the use of plating tests is to run 
routine tests to establish a standard and to test before 
and after treating the bath. A complete procedure 
would be as follows: 

1. Agitate bath to obtain a uniform sample. 

2. Allow bath to settle so that solid particles that 
normally lay on the bottom will resettle. 

3. Take a sample large enough for analyses and a 
plating test. 

4. Run a routine plating test. 

5. Compare the test panel to a record for a stand- 
ard panel. 

6. If the test is not normal adjust the bath to 
proper chemical limits using the results of the chemical 
analyses as a basis. 

7. Run a plating test. 

8. If the test is not normal, treat a sample of the 
bath for purification. This may be low current density 
electrolysis, chemical treatment, filtration, or treatment 
with activated carbon, followed by filtration. 

9. Run a plating test on the treated sample. 

By using a testing procedure it will be possible to 
determine chemical adjustment, addition agent control 
and bath treatment necessary to return the bath to nor- 
mal plating. Such testing may also indicate the need 
for greater filtering capacity or for continuous filter- 
ing. If filtering is required on a laboratory scale to ob- 
tain satisfactory test results then filtering is required 
to obtain quality production plating. 


Filtering Methods 


A common method for filtering plating baths with a 
portable filter is shown in Fig. 1. 

This method is generally used when the baths are 
small, when occasional filtering is satisfactory, and 
where a number of baths are filtered with one filter. 

If continuous filtration is used, the filter is perma- 
nently piped to the plating tank, as shown in Fig. 2. 
This method is also used for occasional filtering. For 















































Figure 3. Slurry Tank Filtration. 
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Figure 4. 


such applications the filter is permanently installed 
and only operated when needed. With a permanent in- 
stallation, savings in labor are realized. Also, if the 
filter is used only for one type of bath, frequent chang- 
ing of the filter pads is avoided. 

Fig. 3 shows a piping diagram for the use of a slurry 
tank. This method is used for charging the filter with 
activated carbon. Activated carbon is mixed with water 
or plating solution in the small tank. The slurry is 
pumped through the filter and back to the small tank 
until a cake of carbon is built up on the filter pads. 
The slurry cycle is then cut off and the plating cycle 
cut in and the bath is filtered through the carbon. 


Fig. 4 shows batch type filtration. With this method 
the bath is only filtered once. With the proper filter 
medium passing of the bath through the filter once will 
be sufficient. The method is particularly good when it 
is desired to clean the tank of material too large to be 
removed by the filter, such as pieces of anodes and 
miscellaneous materials dropped in the tank. 


Figs. 5 and 6 show a sump and batch-sump system, 
the latter for filtration of a number of baths by the 
use of one temporary storage tank. 


The particular filtering method used will depend on 
the type of plating bath and the size and number of 
baths. If continuous filtration is required, a filter of 
proper size attached to each tank is the best answer. 
If occasional carbon treatment is also required then 
a slurry tank will also be used. The slurry tank may 
be permanent or portable, depending on the frequency 
of use. 


If occasional treatment for a number of similar 
baths is required then the batch-sump filtration system 
is quite satisfactory. The sump tank should be a little 
larger than the plating bath. A slurry tank may also 
be used in connection with the sump tank. Also the 
tank may be used for electrolysis or chemical purifica- 
tion. In some installations, a sump tank and a tempor- 
ary storage tank are used. When this system is used a 
bath can be removed from a plating tank to the sump 
tank and replaced with a reconditioned bath from 
storage. The bath in the sump tank can now be treated, 
analyzed, filtered, adjusted to proper limits and placed 
in temporary storage for reuse when needed. By the 
use of such a system, continuous batch reconditioning 
is possible with a minimum of down-time. 
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Batch Filtration. 


\ general recommendation for the filtering rate is 
one tank volume per hour. Thus, for a 500 gallon tank 
the requirement would be 500 gallons per hour. The 
filtering rate will depend on the type of filter medium, 
the amount of solids to be removed, the size of the 
pipes through which the solution passes and the num- 
ber of valves, elbows, and strainers in the pipe lines. 
The filtering rate will, of course, decrease as solid 
material is built up on the filter pads. 


Table 1 shows the amount of removal of filterable 
material per tank volume. Approximately 60°: of the 
material will be removed for every tank volume filtered 
on a continuous system. Thus if the rate is one tank 
volume per hour, 60% will be removed in one hour, 
99° in five hours and 99.99% in ten hours. Five 
hours of filtration or five tank volumes should be suffi- 
cient, unless the bath is unusually dirty. Of course, 
with the batch system, passing the solution through the 
filter once is sufficient if the proper filter medium is 
used. 


The Plating Baths 


The type of filter and usual filtering practice for the 
various plating baths is shown in Table 2. Stainless 
steel filters are recommended for all of the acid baths. 
For the cyanide and alkaline baths, with the exception 
of silver, plain steel is satisfactory, although stainless 
steel is often preferred to avoid rusting when the filters 
are not in use. Stainless steel is recommended for silver 
because of the tendency of silver to immersion plate 
on plain steel under some conditions. 


TABLE I 


Filtering Rates for Continuous Filtration 


Tank V olumes 


Continuously Percent Filterable 


Filtered Material Removed 
0 0 
| 60 
2 g: 
5 93.6 
1 97.5 
2 99.0 
LO 99,99 
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TABLE 2 
Filtration of Plating Baths 


Material of 
Construction 


Usual 
Practice for 


Bath for Filter Filtration 
Cadmium-Cyanide Plain Steel Intermittent 
Chromium Stainless Steel | Occasional 
Copper Acid Stainless Steel | Continuous 
Copper Cyanide- 

Rochelle Plain Steel Occasional 
Copper Cyanide - High 

Efficiency Plain Steel Continuous 
[ron Stainless Steel | Occasional 
Lead Stainless Steel Occasional 
Nickel—Bright Stainless Steel © Occasional 
Nickel—Dull Stainless Steel Intermittent 
Silver Stainless Steel | Continuous 
Tin Acid Stainless Steel | Occasional 


Tin Alkaline 


Plain Stee] 


Occasional 


Zinc Acid 


Zinc Cyanide 


__.. Stainless Steel —_‘ Intermittent 
Plain Steel Intermittent 


ul UMOYS ATUO St UONeIYY 10f¥ VoIQOeId [eNsN sy Tf 
Table 2 to give an indication of usage of intermittent. 
occasional, and continuous filtration. It is not intended 
as a specific guide. Filtration practice will vary with a 
type of bath, depending on the thickness of the deposit 
and the quality desired. The practice for a specific bath 
will depend on the addition agents used. 

Continuous filtration of five tank volumes per day 
would be ideal. However, this is not required in many 
cases and, unfortunately, cannot be used in other cases 
where filtration will remove colloidal addition agents. 

Filtration will not always remove colloidal addition 
agents. This is obvious from the fact that activated 
carbon is required to remove colloidal impurities. With 
the proper filter medium it is sometimes possible to 
remove solids of harmful size and pass useful colloidal 
materials. Or, in other cases, the colloidal material is 
removed at a rate sufficiently slow that occasional 
additions to the bath can be made to replenish losses 
and maintain the plating range. In other cases, con- 
tinuous filtration is an aid in removal of addition 
agents that polymerize to a harmful size. A specific 
practice can only be determined by trial or by advice 
of the supplier of a proprietary bath. 





CADMIUM CYANIDE: 


Most cadmium baths are bright baths using proprie- 
tary addition agents. For thin deposits the baths have 
a fair tolerance for suspended impurities. 

Occasional filtration is recommended to keep the 
bath clean. Less production time will be lost by occa- 
sional filtering of the bath and cleaning of the tank 
than by waiting until the bath is so dirty that produc- 
tion must be stopped. The major reconditioning re- 
quired in the latter case, will consume considerable 
time. 

Off-color deposits and loss of brightness in the cad- 
mium baths result from contamination by soluble noble 
metals, from anode impurities, or other metals coming 
in contact with the solution. Such difficulties can be 
caused by thallium, lead, antimony, arsenic, tin and 
silver. These harmful metals can be removed by treat- 
ment of the bath with cadmium sponge, followed by 
filtration. The cadmium sponge will remove these 
metals by chemical displacement but, unless they are 
filtered off immediately, they will redissolve. 


CHROMIUM: 


Chromium has a high tolerance for dirt and sus- 
pended materials in the bath. This is due to the gassing 
at the cathode and the good cleaning qualities of the 
chromic acid. 

Occasional filtering is recommended to clear the 
bath of excessive build-up of dirt and sludge that will 
take place with long usage. 


Acip Copper: 


Acid copper baths are often used where heavy depos- 
its are required. Because smooth deposits are required 
in order to obtain satisfactory heavy deposits, con- 
tinuous filtration is recommended. If addition agents 
are used, one should be selected that will have suffi- 
cient life with the use of continuous filtration. 


Copper CyYANIDE-ROCHELLE: 


Due to gassing at the cathode and the cleaning 
power of this alkaline bath, the bath has a fair toler- 
ance for dirt. However, the modern trend to heavier 
copper undercoats for nickel and chromium plating 
places a demand for high quality on the copper depos- 
its. Due to this trend, filtration of copper cyanide baths 
is becoming a necessity. For thin deposits occasional 
filtration and cleaning of the bath is satisfactory. 































































































= _J canna < 
— —_ 
————— i. 
Figure 5. Sump Filtration. 
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Figure 6. 


Modified Rochelle baths or plain cyanide baths are 
used as strike baths. If ordinary water is used for make 
up. filtration of a freshly made bath is recommended 
to remove precipitates formed by the hard water. Such 
a filtered bath will function just as satisfactorily as a 
bath made with specially treated water. 


Copper CyaniDE-HicH EFFICIENCY: 

In order to obtain heavier, bright deposits at higher 
plating rates. the high efficiency copper cyanide baths 
are widely used. Agitation is used with these baths to 
obtain maximum efficiency. With agitation, impurities 
are kept suspended more than in the Rochelle baths. 
Also, anode sludge is more readily loosened and sus- 
pended in the bath. For satisfactory results continuous 
filtration is recommended. Bagging of the anodes, and 
tests with the bent cathode are also recommended to 
maintain the maximum filtering efficiency. 


IRON: 


Good control is required to obtain consistent results 
from the iron baths. Anode sludge and oxidation of 
iron salts are sources for formation of suspended im- 
purities. Continuous filtration is recommended in some 
applications. 

Some of the iron baths are highly corrosive so that. 
if they are operated at a high temperature, they may 
be corrosive to stainless steel. Consequently, periodic 
filtering is recommended for suck cases. 


Leap: 

Good lead or lead-tin deposits are relatively easy to 
obtain with proper addition agent control. Filtration 
is recommended since suspended particles will cause 
rough deposits. 

Excessive addition agent or loss of addition agent 
control will cause rough deposits. If this happens, it is 
corrected by filtering through activated carbon. 
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Batch-Sump Filtration. 


BricHt NICKEL: 

Proprietary bright nickel baths are widely used for 
decorative plating and as an undercoat for chromium. 
Continuous filtering is becoming more popular and 
periodic filtering is widely used. 

Metallic impurities, such as iron, copper, and zinc, 
cause inferior deposits. Such impurities are generally 
removed by chemical precipitation, followed by filtra- 
tion. Organic impurities also cause trouble so that 
filtering through activated carbon is a standard prac- 
tice. 

Dut NICKEL: 

Dull nickel baths are operated in a manner similar 
to the bright nickel baths, except that addition agents 
are not used. Hydrogen peroxide treatment in con- 
junction with low current density electrolysis, activated 
carbon treatment, and filtering generally will restore 
a troublesome bath. 

Iron is removed from nickel baths by oxidation with 
hydrogen peroxide, followed by precipitation by addi- 
tion of nickel carbonate to raise the pH and finally 
filtering to remove the precipitated ferric hydroxide. 
SILVER: 

In many cases, silver baths are filtered continuously. 
Filtration will not remove addition agents and is essen- 
tial to produce sound heavy deposits. For thin deposits, 
periodic filtering is satisfactory. 

If excessive addition agent, such as carbon disulfide 
brightener, is causing trouble it can be removed by 
filtration through activated carbon. 


Acip TIN: 

Acid tin baths require good addition agent control 
and frequent filtering. Filtration may remove some of 
the addition agent affect. so that periodic filtering is 

(Concluded on page 60) 
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Alkali Metals in Phosphating 
and Cyanide Plating Baths 


Determination by Means of Anion Exchangers 


By Gunnar Gabrielson, 48 Tudor, Avdelning Harbeck, Partille, Sweden 


Introduction 


N previous papers methods have been proposed for 

the determination of phosphate and accelerators! 
and metals* in phosphating solutions. According to the 
method described in the paper mentioned above,” the 
determination of the metals is performed in the foi- 
lowing manner: ten ml of the phosphating solution are 
titrated with 0.1 N sodium hydroxide with methyl 
orange as indicator. Ten ml of the phosphating solu- 
tion are also percolated through a layer of a strongly 
acid cation exchanger in the hydrogen form and, after 
washing the resin layer with distilled water, the com- 
bined effluent and wash water are titrated as before 
with 0.1 N sodium hydroxide against methyl orange. 
Since phosphoric acid is titrated as a mono-basic acid 
against methyl orange and, as the salts in phosphating 
solutions are mono-phosphates, the difference between 
the consumption of sodium hydroxide in these two 
titrations shows how many equivalents of metal ions 
are removed by the cation exchanger, i.e. the amount 
of metal ions in the solution. Because all cations are 
removed by the exchanger it is necessary to determine 
zinc separately in a zinc phosphate solution, e.g. 
through titration with a standard solution of potassium 
ferrocyanide,® after which the content of sodium can 
be easily calculated from the titration values. Because 
the sodium content in this case is determined through 
differences between three titrations, the maximum 
error in the determination of sodium is estimated to 
3 per cent.? Because of this, it seemed to be simpler 
and more accurate to perform the determination of 
sodium in phosphating solutions by means of an anion 
exchanger in the hydroxyl form, a method which can 
also be used for the determination of alkali metals in 
cyanide plating solutions. 


Theory 


An anion exchanger is, in principle, a high-poly- 
meric, insoluble organic structure containing basic 
groups. The basic groups of the anion exchangers of 
weakly basic type are amino groups, primary ~NHe, 
secondary ~NH and tertiary =N, whereas the anion 
exchangers of strongly basic type contain quarternary 
ammonium groups, ~NR;*+. As the strongly basic 
anion exchangers also have the ability of absorbing 


very weak acids, such as hydrocyanic acid, this type 
of resin was used in these investigations. 

The reactions occuring when passing a salt solution 
through a layer of a strongly basic anion exchanger 
in the hydroxyl form can be schematically represented 
by the following equation: 

R,NOH + MeA = RyNA + MeOH 
where R,NOH is the anion exchanger in the hydroxyl 
form and MeA a salt of the monobasic acid HA. 

Therefore, when a phosphating solution containing 
sodium nitrate or sodium chlorate as accelerators 
passes the ion exchange layer, the following reactions 
occur: 

2R4sNOH + Zn(HePO4) 2 = 2RysNH2PO, + 
Zn(OH) » 

R,NOH + NaNO; = RysNNOs + NaOH 

RyNOH +- NaC103 = RyNC10; + NaOH 

In an analogous manner the reactions, when a 
cuprous cyanide solution containing an excess of sod- 
ium cyanide is percolated through the resin bed, may 
be represented thus: 

2R,NOH + NasCu(CN); = (R4N)oCu(CN)3 + 
2NaOH 
R,NOH + NaCN = R,NCN + NaOH 

As is seen from the above, the effluent after the 
anion exchange passage contains only sodium hydrox- 
ide which can be titrated with hydrochloric acid. At 
the passage of the phosphating solution zinc hydroxide 
is also formed as seen above but, as this compound is 
insoluble, it precipitates in the resin layer and cannot 
be deteced in the effluent. From the titration the 
amount of alkali metal in the solution can be deter- 
mined. This method has been used in the experiments 
described in this paper. 


Apparatus 


The experiments were performed with the strongly 
basic anion exchanger Dowex = 2 (manufactured by 
Dow Chemical Co.), with a particle size of 0.20-0.49 
mm in air dry condition. The column was of standard 
type,* with a height of 150 mm and a diameter of 10 
mm of the resin layer. The ion exchanger was trans- 
formed into the hydroxyl form by passing 150 ml 1 N 
sodium hydroxide solution through the column and 
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subsequent washing with distilled water (about 200 
ml) until neutral reaction of the filtrate was obtained. 
The flow-rate during regeneration and washing was 
about 3 ml per minute. 


Experimental 
PHOSPHATE SOLUTIONS: 


The phosphating solutions used in these investiga- 
tions were zinc phosphate solutions, which are often 
accelerated by sodium nitrate or sodium chlorate. 
Manganese phosphate solutions usually do not contain 
any accelerators, because of which these types of solu- 
tions were not investigated. The zinc phosphate solu- 
tions were prepared by dissolving zinc oxide in phos- 
phoric acid, after which the accelerators were added. 
The chemicals used for preparing these solutions were 
of a high degree of purity, the content of sodium 
therefore being accurately known. The compositions 
of the solutions were taken from patents.° 

Five ml of these solutions were passed through the 
anion exchange layer at a flow-rate of 3-4 ml per min. 
Afterwards, the resin was washed with 50 ml distilled 
water and the combined effluent and wash water ti- 
trated with 0.1 N hydrochloric acid with methyl orange 
as indicator. The choice of methyl orange as indicator 
instead of phenolphthalein depends upon the fact that 
the sodium hydroxide solution used for the regenera- 
tion has a tendency to react with the carbon dioxide in 
the air forming sodium carbonate, the anion exchanger 
after the regeneration, therefore, being partly in the 
carbonate form. Because of this, the effluent partly con- 
tains sodium carbonate instead of sodium hydroxide 
and it is necessary to use methyl orange as indicator 
for the titration. As zine carbonate is only slightly 
soluble like zinc hydroxide, the possibility of the anion 
exchanger being in the carbonate form does not inter- 
fere with the analysis of zinc phosphate solutions. 

The results of the analyses of phosphate solutions 
are shown in Table I, from which it is seen that the 
method gives accurate results, the maximum relative 
error being <0.5 per cent. 














TABLE I 
~<a iinet _ 
liter of liter of 
Solution Accele- sodium sodium Relative 
jo. rator added found error — % 
1 NaNO 100 3.99 —0.25 
3 NaC10z, 6.48 








Cuprous CYANIDE SOLUTIONS: 


These solutions also were prepared according to the 
formulas in the literature for copper plating baths® but 
with varying amounts of sodium cyanide added. The 
solutions were prepared by dissolving cuprous cyanide 
in an excess of sodium cyanide; in one solution sodium 
carbonate was also added. The chemicals used were 
very pure, the amount of sodium thus being accurately 
known. As before, 5 ml of the solutions were perco- 
lated through the resin layer at a flow-rate of 3-4 ml 
per min. and, after washing with 50 ml distilled water, 
the combined effluent and wash water were titrated 
with 0.1 N hydrochloric acid against methyl orange. 
The results of the analyses are presented in Table II 


1955 


February, 


which shows that in this case also the maximum error 
was <0.5 per cent. It must be pointed out that copper 
could not be detected in the effluent. 


TABLE Il 


Grams per Grams per 


liter of liter of 
Solution Sodium sodium sodium Relative 
No. added as added found error — % 
| Sodium cyanide 14.46 14.5] +-0.35 
2 Sodium cyanide 21.31 21.22 0.43 
3 Sodium cyanide 20.82 20.73 0.43 


sodium carbonate 


Zinc CYANIDE SOLUTIONS: 

The compositions of these solutions which corre- 
spond to zinc plating baths, were also taken from the 
literature,’ but in these solutions also varying amounts 
of sodium cyanide were added. Very pure chemicals 
were used in the preparation of the solutions, the 
amount of sodium, therefore, being accurately known. 
The solutions were prepared by dissolving zinc cyanide 
in a solution of sodium cyanide and sodium hydroxide. 

As the zinc cyanide solutions used in these investi- 
gations were more concentrated than the phosphate 
and cuprous solutions, 10 ml of the zine cyanide solu- 
tions were diluted with distilled water to a volume of 
50 ml, 5 ml of this diluted solution was passed through 
the ion exchange column and, as before, the resin layer 
was washed with 50 ml distilled water. The combined 
effluent and wash water were titrated with 0.1 N hydro- 
chloric acid. The results, presented in Table III, show 
that the accuracy in this case also is very high, the 
maximum relative error being <0.5 per cent. Zine 
could not be detected in the effluent. 

It must be pointed out that, in the passage of the 
resin layer by alkaline zinc cyanide solutions, no zine 
hydroxide is precipitated as is the case at the passage 
of zinc phosphate solutions. The cause of this is that, 
in the alkaline zinc cyanide solutions, the zinc present 
is bound as complex zinc cyanide and zincate ions. 
The reactions at the passage of the anion exchanger 
are therefore: 


2R,NOH + NaoZn(CN) 4 = (R4N)oZn(CN) 4 





+ 2NaOH 
2R,NOH oe NaoZnO» — (R4N) oZnO2 — 2NaOH 
TABLE Ill 
a 
liter of liter of 
Solution Sodium sodium sodium Relative 
No. added as added found _orrer — To 
1 Sodium cyanide 10.60 40.60 +0.0 
+- sodium hydroxide 
2 Sodium cyanide 15.00 45.20 +0.44 
+ sodium hydroxide 
3 Sodium cyanide 34.70 34.60 —0.29 


+ sodium hydroxide 


1! 





Discussion 


As is pointed out above, the method outlined for 
determining alkali metals in phosphating solutions is 
simpler than the method using a cation exchanger in 
the hydrogen form, which was described in a previous 
paper.” The method described in this paper also gives 
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more accurate values than the former method. The 
determination of the alkali metal content in phosphat- 
ing solutions is very important. especially in the manu- 
facturing control of concentrated phosphate solutions, 
from which phosphating baths are prepared through 
dilution with water. The analysis in this case is per- 
formed in the following manner: 10 ml of the concen- 
trated solutions are diluted to 100 ml with distilled 
water: 5 ml of this diluted solution are passed through 
the anion exchange layer and the combined effluent 
and wash water are titrated with hydrochloric acid as 
described above. 

The alkali metal content usually is not determined 
in copper cyanide and zine cyanide plating baths, 
possibly because of the fact that sodium and potassium 
are rather difficult to determine by ordinary analytical 
methods. However, the method described in this paper 
is very simple and accurate for these metals. It must, 
of course, be of considerable interest to know the 
changes of all constituents of plating baths in order to 
know their manner of functioning. In order to deter- 
mine the amounts of alkali metals present, the method 
outlined here seems to be very convenient. 

It must be pointed out in this connection that, if 
more than one of the alkali metals are present, e.g. 
both sodium and potassium, the method described 
here gives the total amounts of alkali metals present; 
one of them must therefore be determined indepen- 
dently, after which the amount of the other can be 
calculated from the titration value. 

As is seen above, the maximum relative error in the 
determination of alkali metals is <0.5 per cent, 
whereas, when using a hydrogen saturated cation ex- 
changer for the determination of alkali metals in phos- 
phating solutions, the maximum relative error was 
found to be 3 per cent.” This rather high maximum 
error is dependent upon the fact that the alkali metal 
content is calculated through differences between three 
titrations. The maximum titration error using methyl 





orange was, in this case, estimated to be | per cent. 
When the titration is performed very carefully and 
proper amount of indicator is used, the maximum 
titration error must not exceed 0.5 per cent. which is 
shown in this paper. 


Summary 


1. A method has been worked out for the deter- 
mination of alkali metals in phosphating solutions and 
cyanide plating baths. 

2. Before the analysis, the zine cyanide plating 
bath is diluted 5 times with distilled water. 5 ml of 
this dilution and 5 ml of the phosphating solutions 
and copper cyanide plating bath are passed through 
a layer of a strongly basic anion exchanger in the 
hydroxyl form (height and diameter of the resin layer 
are 150 mm and 10 mm respectively): afterwards, the 
resin is washed with 50 ml distilled water. Flow-rate 
during filtration and washing is 3-4 ml per min. The 
combined effluent and wash water is titrated with 0.1 N 
hydrochloric acid using methyl orange as indicator. 
As the effluent contains only alkali hydroxide, the 
amount of alkali metal is determined through this 
titration. 

3. The method outlined here is very accurate, the 
maximum relative error being less than 0.5 per cent. 
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FILTERS IN ELECTROPLATING 
(Concluded from page 57) 
generally used. Excess addition agent can be removed 
by filtering through activated carbon. 

It is possible in baths of this type to use open filter 
media for continuous filtration in order to avoid re- 
moval of addition agents. In such a case, it may be 
desirable to filter occasionally with a fine filter me- 
dium. 


ALKALINE TIN: 


Alkaline tin baths have a high tolerance for sus- 
pended solids due to gassing at the cathode and the 
good cleaning power of the bath. In fact, the bath con- 
tinuously forms insoluble tin compounds due to chemi- 
cal decomposition. These settle on the bottom of the 
bath, forming a heavy sludge. Occasionally the bath 
should be removed from the tank and the sludge shov- 
elled out. At such a time the bath can be filtered to 
remove the remainder of the solid material. 


Acip ZINC: 


Acid zinc baths are used where high efficiency and 














low cost are factors. In continuous plating operations, 
continuous filtration is usually used. For still tank 
operation, where solids are allowed to settle to the 
bottom of the tank. intermittent filtration is satisfac- 
tory. 


CYANIDE ZINC: 


Zine cyanide baths are very similar in characteristics 
to the cadmium bath. Impurities cause trouble and may 
be precipitated chemically as the sulfides or by the 
use of zinc dust. The precipitates may then be filtered 
off during normal filtration of the bath. 


When to Use Filtration 


Filtration is an economic control factor for many 
baths and many applications. The filtration method 
and frequency of filtration for a specific application 
are either determined on a basis of usage for similar 
applications or on a basis of experience and testing 
with the particular application. A great deal of experi- 
ence has been accumulated as a guide to the probable 
need for a new application. 
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Anodizing Hollow Objects 


By Wm. McNeill, Pitman-Dunn Laboratories, Frankford Arsenal, Philadelphia, Pa. 


MONG the recent developments in magnesium fin- 

ishing are several anodic processes which operate 
at relatively high voltages. Although these processes 
usually produce uniform coatings, the treatment of 
internal surfaces of hollow objects often presents a 
problem. 


Current Distribution 


With any of the high voltage processes, the voltage- 
time curve is similar to that shown in Fig. 1. 


With a given bath, the properties of the coating 
depend on the voltage at the end of treatment, and it 
can be seen from Fig. | that, if the voltage were pre- 
vented from rising beyond some point below the nor- 
mal finishing voltage, the net result would be the same 
as that due to insufficient treatment time. When hollow 
articles are treated, a voltage drop does occur at the 
openings to the interior. This is due to the resistance 
of the electrolyte and results in the voltage across the 
internal coating being less than that across the external 
coating. This difference increases as the internal sur- 
face area increases or the area of the openings and 
the conductance of the solution decrease. 

With the A. C. processes, this difficulty has been 
overcome by using internal electrodes made of the 
same material as that being treated. These were con- 
nected to the bath terminal opposite the work. The 
internal electrode was anodized along with the work, 
and this of course wasted both electric power and bath 
chemicals. In addition, the problem of making connec- 
tions to the bus bars became severe if more than a few 
items were to be treated in the same tank load. Another 
disadvantage of this technique was the burning of the 
work which resulted if contact between it and the elec- 
trode occurred. 
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Figure 1. Voltage-time curve for high voltage anodic processes. 
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Figure 2. Diagrammatic sketch of bipolar electrode mounted 
in hollow object. 


Bipolar Electrodes 


Work at Frankford Arsenal has shown that the 
anodizing of internal surfaces can be greatly simplified 
by using a device similar to the bipolar electrodes used 
in electroplating.’ It consists of a wire or strip of a 
suitable metal mounted in the opening to the interior 
of the hollow object. With the HAE process? copper 
wire has proven satisfactory. A schematic diagram of 
a bipolar electrode mounted in a hollow article is shown 
in Figure 2. The electrode is not allowed to contact 
the article directly, and is not connected to the bus 
bars. Its function is to provide a low resistance path 
for the current flowing to the internal surfaces. Figure 
3 shows two magnesium boxes prior to HAE treating. 
The boxes were made of FS-1 alloy sheet 0.10” thick. 
and were cubes measuring 6” on each edge. In each 
box were 2 holes having a total area of 114 in? A 
copper wire electrode is mounted in the larger opening 
of the box on the left. A similar electrode appears in the 
center foreground. Figure 4 shows the coating on the 
interior of two boxes and the exterior of a third. No 
bipolar electrode was used in treating the box on the 
right and a mottled coating resulted. If treatment had 
been continued long enough to give a uniform internal 
coating, that on the exterior would have been non- 
uniform. Tests with the HAE process have shown that 
a bipolar electrode that exposes 10 in.* of copper sur- 
face on each side of the opening is ample for 11% ft.* 
of internal surface. These tests were conducted using 
FS-1 alloy. For any of the magnesium alloys containing 
rare earth metals, slightly greater electrode area is 
needed. For tubing, a single strand of wire (14 gauge 
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Figure 3. Untreated magnesium boxes. At left, box equipped 
with bipolar electrode; center, copper wire electrode; at right, 
box without electrode. 
or larger) which exposes as much copper surface inside 

as outside the tube is satisfactory. 

Bipolar electrodes made of lead solder wire were 
found to improve the internal coating of aluminum 
tubes anodized in sulfuric acid. Two tubes of 24-S alloy 
measuring 24 in. in length and 1 in. I.D. were anodized 
in 15% sulfuric acid at 85°F. The ends of the tubes 
were plugged with rubber stoppers, each of which had 
one hole 14 in. in diameter cut through it. A piece of 
lead solder wire 3/32 in. in diameter and 48 in. in 
length was inserted in one of the tubes so that 24 in. of 
wire surface was exposed both inside and outside the 
tube. After anodizing, the tubes were sawed length- 
wise and the dielectric strengths of the internal and 
external coatings on both tubes were measured (see 
Table I). The internal coating of the tube equipped 
with a biploar electrode gave approximately the same 
value as the external coatings on the two tubes. The 
internal coating of the other tube was found to give 
approximately half this value. 

In mounting the bipolar electrodes, care must be 
taken not to obstruct the openings to the interior so 
much that escape of gases is prevented. During anodiz- 
ing, one opening should be at the uppermost part of 





Copper wire bipolar electrode used. 





Normal external coating. 





TABLE 1 
Dielectric Strengths of Anodic Coatings 
on Aluminum Tubes (Volts) 











External Internal 
Coating Coating 
Anodized using 
Bipolar Electrode 345 332 
Anodized Using No 
Bipolar Electrode 314 162 








the article to prevent the formation of gas pockets. 

The metals used in constructing bipolar electrodes 
must be selected carefully and will depend on the bath 
in which they are to be used. The metal should be 
compatible with the electrolyte. For example, alum- 
inum wire is not used in the HAE process because it 
would be attacked by the highly caustic bath. Similarly, 
copper wire is not used in dichromate baths but steel 
wire has proven satisfactory. 

Some metal-electrolyte junctions have abnormally 
high electrical resistance and this must be considered 
in the construction of bipolar electrodes. Aluminum in 
solutions of borax or magnesium in certain solutions 
containing fluoride exhibit this barrier effect. Copper, 
steel, and lead are free of this effect in the solutions 
most frequently used for anodizing magnesium and 
aluminum. 

Our experience at Frankford Arsenal has shown that 
bipolar electrodes offer the simplest and most eco- 
nomical means of anodizing hollow or deeply recessed 
articles. Electric power and bath chemicals are not 
wasted and racking time is less than with other meth- 
ods. Bipolar electrodes are safer in operation because 
they do not contact either the bath terminals or the 
articles being treated. 

It is hoped that the information given here will be 
of value to those who may have problems in finishing 
internal surfaces of magnesium and aluminum. The 
author is indebted to the Ordnance Corps for permis- 
sion to publish this article and to Dr. G. F. Nordblom 
for several helpful discussions. 
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No internal electrode used. 


Figure 4. HAE treated magnesium boxes. 
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Metal Cleaning with Ultrasonics 


By Melville Morris, President, Circo Equipment Company, Clark Township (Rahway), N. J. 


OUND, to most of us, is anything we hear. To the 

physicist, it is a form of vibrational energy. Tech- 
nically, sound consists of a series of condensations and 
rarefactions (waves) which are produced by a vibrat- 
ing body, pulsating at sonic frequencies. The range of 
sounds audible to the human ear is from twenty to 
about twenty thousand vibrations per second. This is 
sonic sound; all sound waves above the audible range 
— specifically, frequencies higher than about eighteen 
thousand or twenty thousand cycles per second — are 
called ultrasonic. 

Sir Isaac Newton who has achieved immortal fame 
for many of our laws of physics should also be given 
credit for laying the foundations of the theory of 
sound. In a few words it was this: “The more elastic 
the medium (gases, liquids, metals, etc.) through which 
the vibrations are carried, the faster they travel. Also, 
the denser the medium, the slower they travel, provided 
the elasticity is held at a constant value.” This law has 
given us the basis for the scientific study of sound as 
vibration. 

Most of us can remember the fascinating phenom- 
enon of the great singer Caruso shattering a wine glass 
with his voice. It was obvious to all this was some form 
of energy. The field of sonic energy has hardly been 
explored but, to date, most of us are familiar with 
“ultrasonic smoke precipitators.” Recently an Austral- 
ian firm brought on the market an ultrasonic home 
laundry machine. Now we have an ultrasonic dental 
drill and special operations in machining and cutting 
are performed with ultrasonic energy. This article will 
confine itself to ultrasonics used specifically for metal 
cleaning. 

Sound waves can be produced in many ways. In 
metal cleaning, the sound waves are produced by in- 
struments called transducers. These transducers are 
brought into action by the influence of electricity sup- 
plied by a generator. The favorite transducers at the 
present time are magnetostriction vibrators (at fre- 
quencies below fifty thousand cps), quartz crystals (at 
frequencies between two hundred fifty thousand and 
one million cps) and polarized polycrystalline ceramics 
notably barium titanate (at all frequencies). These 
solid bodies change their dimensions under the influ- 
ence of electricity. When electric current flows through 
the transducer, it is magnetized and becomes shorter. 
When current ceases to flow, the transducer becomes 
longer again. The electrical excitation must conform 
to the natural frequency at which the given transducer 
material stretches and shrinks, for only in this way 
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can a high output be achieved with a power supply of 
economical proportions. 

As these transducers expand and contract they propel 
sonic energy with tremendous force in liquid layers at 
certain frequencies and intensities at which these trans- 
ducers are designed to operate. Therefore, it is possible 
to set up pressure fluctuations of considerable magni- 
tude. The liquid is torn apart, bubbles of empty space 
come into being. But then the positive pressure phase 
returns and the cavities collapse violently. This activity 
occurs over and over again at the frequency determined 
by the motion of the transducer. This process just 
described is called cavitation and this action against 
the metal parts subjected to it gives them a scrubbing 
which they could receive by few other methods. 

In general, the part to be processed is immersed in a 
cleaning solution for a brief period (as little as ten 
seconds) during which time it is subjected to ultra- 
sonic vibrations. Either organic solvents or alkaline 
solutions can be used in this process. Most machines 
produced to date have used the chlorinated hydrocar- 
bons, trichlorethylene or perchlorethylene, due to their 
unique characteristics and other obtainable features 
aside from the ultrasonic process. This technique has 
been remarkably successful in removing minute par- 
ticles of dust, dirt, and chips, which are not affected 
by conventional cleaning methods. The ultrasonic 
action penetrates into deep crevices and removes dirt, 
oil, grease, chips, lapping and honing compounds, as 
well as microscopic particles of soil, more thoroughly 
than any other process, including hand brushing. 

The first ultrasonic cleaning machine was demon- 
strated at the American Society of Metals Exposition 
and Congress in Philadelphia October 1952. This ma- 
chine, while small in size, would efficiently clean small 
intricate parts such as hypodermic needles, ball bear- 
ings, electric shaver heads. The results of this type of 
cleaning were so obvious that rapid progress has been 
made during the past two years in the field of metal 
parts cleaning with ultrasonic equipment. 

There are now available, as standard equipment, 
ultrasonic units in the following ranges: 500 watts, 2 
KW, 1OKW and 25 KW. They are so designed they 
can be adapted to many existing degreasing machines 
with liquid immersion stages. They are also designed 
so that they can be incorporated into the standard two 
and three dip liquid immersion vapor degreasing equip- 
ment of most manufacturers. This is, indeed, a tremen- 
dous step forward in the field of metal cleaning. 

Large production of many size parts can also be 
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Boirin<¢ ULTRASONICS 
IMMERSION CHOAMBER 





handled. There are being manufactured crossrod con- 
veyors, monorail conveyor equipment as well as stand- 
ard hand operated conventional equipment. The cost 
of adding an ultrasonic chamber to a conventional 
piece of metal cleaning equipment is very inconsider- 
able. 


Probably the latest development has been the design 
and introduction of barium titanate flat transducers. 
Barium titanate has been the most economical and most 
efficient type transducer to use both from the stand- 
point of construction, cost and operation. However, it 
has always been necessary to produce these barium 
titanate transducers in concave shapes so that the 
energy could be focused to obtain maximum intensity. 
Considerable research and experimentation has shown 
the engineers how to design barium titanate trans- 
ducers that can be driven at high watt density per 
square inch at lower frequencies so that the cleaning 
areas are now considerably broadened. Most any size 
flat transducer can be manufactured and there are 
available as standard equipment flat transducers over 
20” long. This is certainly a great stride from the two 
and three inches that could be cleaned previously and 
places barium titanate way ahead in desirability over 
quartz crystals and the higher cost magnetostrictive 
type. 

The accompanying schematic diagram illustrates the 
general theory to the application of ultrasonic energy 
for metal cleaning. Parts are precleaned in the proper 
cleaning cycle using immersion, spray, vapor, or any 
combination thereof prior to the ultrasonic chamber. 
The parts are then submitted to the ultrasonic action 
to remove the last vestige of contamination either on 
the surface or in the recesses of the parts being cleaned. 

It has also been determined that the lower the fre- 
quency the greater the penetrating ability. This is im- 
portant when removing tripolis, rouges, and other con- 
tamination which is relatively thick. 








Bouin 
VAPOR GENERATOR 
TRANSDUCER, 
Barium titanate transducers are polycrystalline 


ceramics, molded into any desired shape and fired in a 
furnace. They operate at low voltage. A slab of barium 
titanate prepared by firing, consists of many small crys- 
tals which are lined up in all directions. Before the 
slab will operate as a transducer, the small crystals 
must be lined up in the same direction. This is done by 


placing the slab in a strong electric field — a process 
similar in many ways to that of making a permanent 
magnet — and is known as polarization. 


Ultrasonic cleaning now promises to revolutionize 
the technology of removing oil, dirt, grease, and chips 
from metal parts. The revolution, in fact, has already 
begun. Items as diverse as ball bearings, vacuum tube 
elements, sewing machine parts, clock motors, pump 
and valve fittings, hypodermic needles, automobile 
parts, compressor heads are now being washed cleaner 
than ever before and at a lower cost and in much less 
time by the simple process of dipping them into an 


_ appropriate solvent and subjecting them to ultrasonic 


action. In a work piece of irregular shape, the cracks 
and crevices which are inaccessible by all the usual 
methods come out clean when treated by this process. 

Ultrasonic cleaning seems utterly simple to a casual 
onlooker, who never fails to be amazed at the startling 
transformation wrought in the surface appearance of 
a greasy strip of metal, inserted for just a moment in 
the sound field. 

The future of ultrasonics in metal cleaning can be 
summed up by quoting an executive of a prominent 
automotive manufacturer: “Conventional cleaning 
methods that were entirely adequate for most purposes 
would on occasion pass over the minute particles of 
dust, chips, or dirt left clinging to these parts. Ultra- 
sonics provided the answer to the difficult problem of 
making the cleaning complete. Ultrasonic cleaning is 
used before final assembly and the result is a finished 
product of superior functional accuracy and increased 
service life.” 
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Descaling and Pickling Titanium 


By John Starr, Los Angeles, Calif. 


ESEARCH work recently completed by Ryan Aero- 

nautical Company at San Diego, Cal., has disclosed 
a number of satisfactory processes for descaling and 
pickling titanium new “wonder metal” of the air- 
craft industry. 

Such processes are especially important in work with 
titanium because the latter oxidizes more or less readily 
at temperatures exceeding 800° fF. — temperatures that 
are essential to the annealing, welding, and hot form- 
ing of the metal. Even where inert gases are employed. 
as in fusion welding, it is virtually impossible to ex- 
clude air to such an extent that no oxide formations 
will be produced on titanium surfaces. 

In general, oxide formations on titanium can be 
classed as “light” if they are produced at temperatures 
of less than 1000°F.; “heavy” if they are produced 
at higher temperatures. 

Experience at Ryan has shown that some titanium 
surface conditions cannot be satisfactorily corrected, 
but can be avoided if certain precautions are taken 
before the materials are processed with heat. For in- 
stance. mill stencil markings can be readily removed 
with a solvent-soaked rag before they are hot formed 
or annealed: and, if this isn’t done, the markings are 
likely to be etched in the material surfaces following 
heating and pickling operations. 

Similarly, titanium parts should be vapor degreased 
prior to heat processing in order to avoid the forma- 
tion of scale which will produce a rough surface fol- 
lowing a pickling operation, 


Where the above precautions were observed, heavy 
oxide formations have been satisfactorily removed by: 





i 
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Descaled titanium materials, removed from a salt bath, get a cold 
water quench as shown here. 
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(1) Sodium hydride processing in a conventional 


manner for | to 5 minutes, and immersing in a pickling 
solution comprising 40°) nitric acid by volume (38 


Bé) and 3‘7 sodium fluoride by weight at an ambient 
temperature. 

(2) Proprietary molten bath processing at 800°F. 
for 20 minutes, and immersing in the above pickling 
solution. 

(3) Processing for 30 minutes in an aqueous salt 
bath comprising (by weight) 47° sodium hydroxide, 
9°; sodium nitrite, 6°; sodium nitrate, and 38‘. water 
at a temperature of about 300°F. This is followed by 
the same pickling operation that is indicated for the 
two processes above. 

The titanium parts should, of course, be quenched 
with cold water after they are removed from a salt bath 
and rinsed with water sprayed under high pressure 
after they are pickled. 

Titanium materials with light oxide coatings have 
been satisfactorily cleaned by immersion for 20 min- 
utes in a 40‘ nitric acid, 3°% sodium fluoride pickling 
solution alone. However, such processing usually had 
to be preceded by a dezincing operation where the 
materials had been formed with zinc-plated or zinc- 
alloy tools. 

Where slight etching was required to facilitate sub- 
sequent resistance welding, Ryan has processed titan- 
ium parts with light oxide coatings in a pickling solu- 
tion comprising 5 to 10% sulfuric acid (by volume), 
1.5 to 3% sodium bifluoride (by weight). and 0.75 to 
1.5° chromic acid (by weight) for 1 to 5 minutes at 
an ambient temperature. Metal losses due to the use 
of the latter solution average about 0.001” per hour. 


4 é r £ ? “ Pa 
ta a ot ; BP AN 
Titanium components with heavy scale formations are processed 
in a salt bath, as indicated here. 






































Surface Treatment and Finishing of Light Metals 


Part V. — Chemical Conversion Coatings (Il.) 


By S. Wernick, Ph.D., M.Sc., F.RI.C., FILM. and R. Pinner, B.Sc. 


NOTHER German process developed by the Vere- 

inigte Aluminum Werke A.G. is the L.W. process,® 
in which disodium phosphate is added to the M.B.V. 
solution. This process is similar to dne or two processes 
developed by a British Company in 1936. 


The Pylumin Process 


Two processes are claimed in the patent® specifica- 
tion, one of which, like the L.W. processes, employs an 
addition of disodium phosphate to the M.B.V. solution, 
while the other uses a carbonate of a heavy metal, also 
as addition to the original M.B.V. bath. In practice, 
only the carbonate bath is at present employed. 

The Pylumin process is claimed to have two sub- 
stantial advantages over the M.B.V. process: 


(a) It does not need to be discarded when exhausted 
but losses in bath constituents are made good by 
regular additions; 

(b) It is claimed to give satisfactory coatings on 
alloys containing heavy metals, e.g., duralumin- 
type alloys. Apart from this, the process has the 
usual advantages and disadvantages inherent in 
the proprietary process. 


The fact that the solution does not require frequent 
renewal is an important one in plants which process 
large quantities of work and the process is in exten- 
sive use in England, at one time being employed to 
protect 314 million sq. ft. of aluminum surface per 
week. 

The coating, like the M.B.V. is grey colored, the 
shade depending on the alloy composition. On the cop- 
per-containing alloys it is frequently non-uniform in 
color, and the process finds by far its greatest applica- 
tion as a base for organic finishes. 

The coating is not suitable for dyeing for decorative 
purposes. 

The Pylumin solution is the original M.B.V. solution 
with the addition of a heavy-metal carbonate, which 
does not react with the sodium carbonate present in 
the solution. Iron carbonate may not be used for this 
reason. The carbonates may include those of chro- 
mium, nickel, cobalt, manganese or titanium, and two 


examples of solutions given in the patent specification 
comprise: 


Per cent 
(1) Sodium carbonate pai 
Sodium chromate . ae 1.7 
Basic chromium carbonate - _ 05 
Water . ae oe . 92.8 

Per cent 
(2) Sodium carbonate ; . 
Sodium chromate ee 23 
Basic chromium carbonate - _ 05 
Sodium hydroxide siciseettigtcescgd> aa 
Water ee 


Of these, solution (1) is worked at a gentle boil for 
3 to 5 minutes, while solution (2), which contains free 
sodium hydroxide and a higher total salt concentra- 
tion, is suitable for operation at 70°C. 

The concentration of the constituents, as in the 
M.B.V. solution, is not critical and good results may be 
obtained under a wide range of operating conditions. 

As has been noted above, a second process, not fre- 
quently used, contains disodium phosphate similar to 
the L.W. process, and a typical solution contains: 


Per cent 
Sodium carbonate (6.0 
Sodium chromate _...... sa 
Disodium phosphate 0.2 
Water a” _ 91.7 


this solution being worked at 90 to 100°C. for 3 to 5 
minutes. While a more recently patented solution con- 
tains: 


Sodium carbonate _......  4-8% (wt.) 


Potassium permanganate — 0.5-3% 
Chromium carbonate _...___ 2-3.5% 
Disodium phosphate _._ 0.5% 


Control of the Pylumin solutions is carried out by 
simple chemical analysis. The alkalinity is determined 
by titration against standard acids and the solution 
replenished by means of the original salts. 

As it is used mainly as a paint-base, the coating is 
not sealed. A cold-water rinse followed by a hot-water 
rinse is the normal treatment after the coating is com- 


pleted. 
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TABLE I 


Ten Months’ Exposure Tests on Unpainted Aluminum and Pyluminized Aluminum Panels 
din. x 2 in. x lOg. 


Aluminum Unprotected 


Pyluminized Aluminum 


: Il. I. I. 
Initial weight (g) 28.3318 28.1358 27.8840 28.7286 
Loss in weight on stripping (g) * 0.2812 0.2688 0.1840 0.2012 
Loss in weight in per cent 0.992 0.956 0.659 0.70] 
Loss in weight in mg./dm.* 0.218 0.208 0.142 0.156 


*The loss in weight due to corrosion was determined by stripping ten panels in 70 per cent nitric acid. A 15 min. immersion was 
necessary, after which they were lightly rubbed with a rag while they were being rinsed under the cold-water tap. 
The weight of the Pylumin coating determined on similar panels was approximately 0.015 gm./dm.* 








TABLE II 


Corrosion Resistance of Painted Aluminum with and without Pylumin Treatment 


Painted 





Pyluminized- painted 


Een Unaffected. Unaffected. 

[  eacneneeeeet Paint blistering from scratch. Unaffected. 

a a scadite: More blistering from scratch and some gen- Trace of very slight blistering. 
eral blistering. 

5 «Res White corrosion in scratch. White corrosion in scratch, isolated blister- 

ing. 

TR hectic Further blistering with paint lifting from Slight isolated blistering spread. 
scratch. 

1183s Heavy general blistering and further paint | No change. a to See 
lifting from scratch. 

ean Blistering slightly intensified. Small blisters intensified. 

2258 ancaaiie ‘Blistering further intensified with some Slight blistering spreading at edges. 


general paint lift. 








Tables I and II give some results of salt-spray tests 
on Pyluminized aluminum. 


Alrok Process 


This process is similar to the M.B.V. process, though 
it has some patented features, developed possibly from 
an early Pacz process.** The solution contains sodium 
carbonate and potassium dichromate and is operated 
at near boiling point for about 20 minutes, the solution 
composition varying, however, with the alloy composi- 
tion and whether cost or wrought products are treated. 

The general range of composition of the Alrok solu- 
tion is: 


Range of Normal 
Composition Composition 
Sodium carbonate __.____ 0.5 to 2.6% 2.0% 
Potassium dichromate — 0.1 to 1.0% 0.5% 


The coating obtained by this process is about the 
same thickness as the M.B.V. and is grey or green de- 
pending on alloy composition and operating composi- 
tion, due to the chromium oxide in the coating. 

In both wear resistance and corrosion resistance the 
coating is similar to the M.B.V. film. Alrok films, how- 
ever, similarly to anodic films, are usually sealed in hot 
dichromate solution and the comparative corrosion 
resistance of different coatings is given in Table III. 
These results have been compiled from the change in 
mechanical properties of 24 ST (H-15) panels after 
eight weeks’ exposure to salt spray (3.5% NaCl) and 
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the change computed from comparison with panels not 
exposed to corrosive influences. 


TABLE Ill 
Effect of Salt Spray on 24 ST (H-15) Panels 


Percentage change (after 
eight weeks’ exposure to 





Treatment 3.5% salt spray) 
Tensile 
Strength Elongation 
Untreated —1l2 —66 
Alrok, unsealed —12 —62 
Alrok, dichromate sealed —] —20 
Chromic acid anodized 0 — 6 
Sulphuric acid anodized, un- 
sealed - 0 —] 
Sulphurized acid anodized, di- 
chromate sealed + ] — ] 





A process has also been developed by the Aluminum 
Company of America,”® by which the dull grey coating 
produced by the Alrok process or certain anodizing 
processes, may be whitened. For this purpose, the work 
is immersed in a solution containing nitric acid or a 
mixture of nitric acid and sulphuric acid, where con- 
centration is not critical. Typical solutions of this type 
contain: 35% (wt) nitric acid or a mixture of 25% 
nitric acid and 25% (wt) sulphuric acid. The bath may 
be used hot or cold, and a permanent dense, adherent, 
white coating is claimed to be obtained. 
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Like the M.B.\. film, the Alrok coating may be 
sealed in waterglass** solution of a silica: soda ratio 
(SiO.:Na,O) of preferably over 3:1. Potassium sili- 
cate (SiQs:K2,0>14:1) may also be employed. The 
optimum concentration of the waterglass should — be 
approximately 5.0°; and the solution is kept at be- 
tween &0 to LOO°C. 

\lternatively, and this is the usual procedure, the 
coating is sealed in a solution of chromate or dichro- 
A chromic acid solution, 
worked at 20°C. for 10 minutes is suitable, the coating 


mates.“> or chromic acid.*® 
then being dried without rinsing. Care must be taken 
not to heat the solution, as above 35°C. the coating is 
liable to be attacked by the chromic acid. Dichromate 
solutions are, in general, preferable to chromate, as 
twice as much hexavalent chromium is absorbed by the 
oxide film. The solution is operated at between 80 and 
100°C. and must not contain free chromic acid. Ex- 
periments on anodic coatings have shown that the 
silica seal was a little inferior in corrosion resistance 
to the dichromate seal. 

\lrok coatings may be dyed similarly to M.B.V. 
films. After sealing in dichromate, the coating is yellow 
in color, and may be dyed brown by immersion in sil- 
ver nitrate. A red color is obtained by immersion in 
uranyl acetate solution, followed by potassium ferro- 
cyanide. while immersion in cadmium acetate solution 


followed by ammonium sulphide, produces a yellow . 


color.?” 


The Alodine and Alocrom Processes 

A recent development in chemical oxidation proc- 
esses in the U. S. A. is the Alodine process developed 
by the American Chemical Paint Company, which was 
introduced in Britain by I.C.1. Ltd., as the Alocrom 
process, 

In contrast to the M.B.V. type processes, the new 
treatment makes use of an acid solution containing 
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fe) 100 200 300 
PHOSPHORIC ACID (H;PO,4) GRAMS/LITRE 


Operating range chart using alkali-fluoride, chromic acid and 
phosphoric acid. 





chromates, phosphates, and fluorides* within the range 
shown in the diagram. 


The optimum range of the solution is: 


g. per liter 


PO, 20 to L100 

k 2.0 to 6.0 

CrO, 6.0 to 20 
(F-) 


while the ratio of fluoride to chromic acid 
CrQ3 

lies between 0.18 and 0.36 with an optimum value of 
0.27. If the phosphate content is too low, i.e., below 
6 g. L., the concentration of fluoride and dichromate 
becomes critical and control of the solution is difficult. 
If, on the other hand, the fluoride:dichromate ratio is 
too high, the coating is non-adherent and the surface 
is etched. No coating is formed if the ratio is too low. 


The total acidity should not exceed 3N and. for this 
purpose, all polybasic acids where the second ioniza- 
tion constant is less than 10~* are considered as mono- 
basic. If the acidity is too high, powdery, non-adherent 
coatings are formed or the metal may be etched. 


No reliable pH measurement has been found pos- 
sible, due to the oxidizing effect of the dichromate on 
indicators, and hydrogen and quinhydrone electrodes, 
and the effect of fluoride on the glass electrode. The 
commercial pH meter with a glass electrode is used, 
however, and the final nearly steady pH reading, or 
the lowest value indicated within the first 10 minutes 
are taken. This should be preferably between pH 1.7 
and 1.9. 


The cations present in the solution are important 
only as buffers. Aluminum, trivalent chromium, zinc. 
copper, manganese, iron, nickel, cobalt, calcium, bar- 
ium, strontium, tin, sulphate, nitrate, acetate and chlor- 
ide may be present in reasonable quantities without 
harm to the coating. Reducing agents are harmful as 
they cause loss of dicliromate by reduction to trivalent 
chromium. Many of the commercial alloys have been 
coated satisfactorily. 


Examples of solutions given in the patent specifica- 
} S I } 
tion are shown in Table IV. 


The consumption rates of the ingredients are ap- 
proximately : 


F~ (g.) 1.0 

CrOs (g.) 0.7 to 1.4 

Acid (g. equivalents replaceable hydrogen) 0.06 
to 0.14 

PO, 


Acid is consumed, with hydrogen evolution, by at- 
tack on the metal; phosphate and fluoride are included 
in the coating and dichromate is consumed by reduc- 
tion to trivalent chromium, some of which is included 
in the coating. Fluoride is also lost by precipitation as 
aluminum, fluoride and, to a lesser degree, as chromic 
fluoride, when the solubility limit of these compounds 
is reached with increase in aluminum and trivalent 
chromium content. Some chromic phosphate may also 
be precipitated. 


(g.) 03 to 1.0 





*U. S. Pat. 2,438,877, Can. Pat. 452,254. F. S. Spruance, Jr. 
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I. 
g./L. 

Phosphoric acid (75° ) (H3PO,4) 64. 
Sodium dihydrogen phosphate (NaH ,PO,H.O) — 
Sodium fluoride (Nak) 5 


Aluminum fluoride (AIF; ) — 
Sodium acid fluoride (NaHF») _ o— 
Chromic acid (CrOs) . 10 
Potassium dichromate (KoCr.O;) é — 
Sulphuric acid (H2S5O,) ~- 
Hydrochloric acid (HCl) — 





TABLE IV 


— = IV. \ VI 

g./L. g./L. g./L. g./I g./ I 

12 24 si = 
—— — 31.8 66.5 31.8 
3.1 5.0 5.0 ~— — 
— — — — 5.0 
— _ a 1.2 _— 

3.6 6.8 — — ani 
-—— a= 10.6 14.7 10.6 
a on mae 4.8 pte 


— — 1.8 — 1.6 








The coating loses 40 per cent of its weight on heat- 
ing and becomes increasingly corrosion resistant after 
dehydration by this means. For example, the coating 
before heating is soluble in 70 per cent HNO:, but 
after heating is only sparingly soluble in the boiling 
acid. 

As in the case of the Pylumin process, there are no 
details as yet available of the composition and thick- 
ness of the Alocrom coating, though it is probable that 
the latter consists mainly of aluminum and chromic 
oxides, and a proportion of chromate, phosphate and 
fluoride. 

The Alodine coating usually contains approximately: 


Chromium 18-20 per cent 


Aluminum 5.5 
EE S17 0” 
Fluorine a O82 = 


While the composition of the film dried at low tem- 
perature is: 
Chromic phosphate 
Aluminum phosphate 17-23. ” 
Water in aa OU 
Fluorides (Cu, Cr and Al.) _. traces 
120- 


_..._ 50-55 per cent 
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TIME OF IMMERSION (MINS). 
Effect of operating time and temperature on coating thickness 
for Alodine process. 





One of the advantages of the process is that it can be 
applied at room temperature, 65°F., in the short time 
of five minutes, though the operating time can be cut 
to 114 minutes if the temperature is raised to 120°F. 

After treatment, the work is rinsed in cold water for 
10 to 15 seconds, after which the work is immersed for 
10 to 15 seconds in a 0.05°% solution of chromic acid 
or phosphoric acid (“Deoxylyte” rinse) which is kept 
at 100 to 120°F. The work is then dried at 100 to 
150°F. 

The Alocrom solution is contained in a stainless 
steel tank, and racks, hooks or baskets should also be of 
stainless steel, or, alternatively, aluminum, in which 
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case they are replaced from time to time. Heating is by 
stainless steel steam coil or by means of a gas-heated 
water jacket. The temperature should not exceed 120 
F. and a thermostat should be used. If heated, the tanks 
should be fitted with exhausts, as in all solutions con- 
taining chromic acid. As distinct from the alkaline 
processes, work must be cleaned before the Alocrom 
treatment. A vapor degreasing stage, or solvent immer- 
sion-type cleaner, is sufficient. During operation a 
sludge forms, which settles to the bottom of the tank. 
This is removed when necessary, by decantation. 

The coating produced by the treatment is thin and 
hard and is an attractive light bluish-green with slight 
iridescence on copper-free alloys, and an olive-green on 
copper-containing alloys. The color is not guaranteed. 
however, for any particular alloy, as it is dependent on 
the operating conditions. If the coating becomes too 
light in color, however, this can be corrected by rais- 
ing the temperature, lengthening immersion time or 
making the bath more concentrated. Powdery surfaces 
are obtained when the work is not properly cleaned, 
when traces of alkali remain on the work, when the 
solution is too hot, too strong or when treatment is 
too long, when the acid rinse is contaminated or its 
temperature is too high, or when the temperature of 
drying is too high. 


Alternatively to the immersion process, the solution 
may be applied in a power-spray machine when the 
time required is only approximately 20 seconds. This 
process is recommended for strip metal. 


The Hot-Dry Process 


This is a modification in which the work is removed 
from the Alocrom bath and allowed to drain thorough- 
ly, removing all draining beads from the edges with a 
rag or clean compressed air. The work is then baked 
at 280 to 350°F. until dry 
mately two minutes. 


- normally for approxi- 


The coating produced by the hot-dry process, which 
is comparable to a “self-sealing,” is of an attractive 
gold color and is superior in corrosion resistance. 
While the standard method is used as a pretreatment 
for paints, the hot-dry process is employed for un- 
painted work. Should it be required to paint aluminum 
treated by the hot-dry process, the baking should be 
followed by the acid rinse, and a much hotter drying 
temperature can be used. 


Control of the solution is by chemical analysis, in 
which the solution is titrated against standard sodium 
hydroxide, using bromocresol green as indicator. 
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Other Chemical Oxidation Processes 


Many other processes are available for the chemical 
oxidation of aluminum, the majority of which are not, 
however, in widespread commercial use. Only those 
processes which are of commercial importance will be 
described here. 


JirnoTKa PROCESS 


‘1 producing an oxide 


This is an old Swiss process.’ 
coating containing a thin, metallic layer, which may be 
partly oxidized, depending on the length of treatment. 

Several types of bath may be used: 

(1) An acid solution containing dilute nitric acid 
and 0.5‘¢ of a salt of zinc, chromium, nickel or copper, 
with or without the addition of an alkali chromate. 
This solution is worked for 20 to 60 minutes. 

(2) A solution of 5% potassium permanganate con- 
taining also 2¢ hydrofluoric, sulphuric, or acetic acid, 
5‘~ sodium chromate and 0.5‘c of heavy metal salt. 
The coating produced by this rather complex solution 
contains manganese dioxide and chromic oxide as well 
as aluminum oxide, the film color depending on the 
kind and concentration of the chemicals employed. In 
some solutions, the acid is replaced by a mixture of 
1.2% hydrogen peroxide and 2% sodium dichromate. 
These solutions are operated at room temperature. 

(3) Alkaline solutions, containing 5% of sodium or 
potassium carbonate or hydrocarbonate, with the addi- 
tion of 1c of a heavy metal salt. Five “ potassium 
dichromate or glycerine is sometimes added to this 
solution to produce a bright, metallic lustre. The coat- 
ing may also be darkened by the addition of potassium 
permanganate. The alkaline solution is worked hot. 


Pacz PROcEssS 
The Pacz process**:**.#4.39 js American in origin 
and, like the Jirotka process, is an early development 
whose present-day use is of limited application, due 
chiefly to the complexity of the solution and the lengthy 
time of treatment required. 

The coating produced by the process is rather harder 
than the usual oxide coating, and is obtained by im- 
mersion in a solution containing :** 


Sodium fluosilicate, oxalate or 


fluo-zirconate 0.15% 
Sodium or ammonium nitrate 0.25% 
Nickel or cobalt salt 0.3 % 


The coating is, however, rather patchy in color, due 
to the etching effect of the fluosilicate. Certain alloy 
constituents may not be attacked and remain dark. 

The solution is operated at 70 to 100°C. for 20 to 
60 minutes. 


PROTAL PROCESS 

This process*® #785 has its principal application in 
France, and consists of immersing the work for 40 
minutes in a boiling solution of 0.5% of an alkali man- 
ganate, molybdate or vanadate with the addition of 1% 
sodium hydroxide or sodium carbonate. The anion 
present and the metallic compound produced, form two 
oxides, the higher one being alkali soluble, the lower 
insoluble. The lower oxide is codeposited with the 
aluminum oxide coating due to reduction by the hydro- 





gen produced at the solution-metal interface. The oper- 
ating time may be reduced by the addition of an alkali 
phosphate,** the aluminum being precipitated as the 
phosphate effectively removing the hydrogen and pre- 
venting the formation of a hydrogen blanket which 
inhibits the reaction. 

McCutLocuH Process 

This process involves immersing the work in a solu- 

tion containing: 

1% 

1% 
which is operated at 70 to 100°C. for one hour. Al- 
ternatively, calcium in this solution may be replaced 
by strontium. 

The coating on pure aluminum is white in color, or 
green in the case of several alloys. When hydrogen 
evolution has ceased, the treatment is completed and 
the work is washed and heated to 200°C. This dries off 
the water from the film and increases the electrical 
resistance. Barium may be used to replace the other 
alkaline-earth metal, in which case half the concentra- 
tion should be employed. The coatings produced by 
this means are uniform and of a silvery-grey color. 


Calcium hydroxide 
Calcium sulphate 


Recent V.A.W. PROCESSES 

Two further processes have been developed by the 
Vereinigte Aluminium Werke A.G. during the last war. 

In the first of these*® the work is immersed in an 
ammoniacal solution, containing approximately 0.01% 
alkali chromate, operated at 70°C. for 20 to 50 min. 

The coatings obtained by this process are lustrous 
and grey white spotted, very hard and similar to enam- 
els, the exact color design varying with the state of the 
surface. 

The coating is very much harder than either the 
M.B.V. or E.W. films, hardness tests giving the follow- 


ing comparative results: 


Load (in g.) 0.75 1.25 2 3 
Hardness of E.W. coating, 
(Width of scratch) 2.94 3.84 4.5u 5.3u 
Load (in g.) 4 5 6.55 8.0 
Hardness of coating from 
ammonia-chromate bath: 
(Width of scratch) 3.4u 4.7 5.6u  6.5u 


Bath control is by analysis, or alternatively, by addi- 
tion of iron chromate, whose solubility at 70°C. is 
0.01%, avoiding the need for strict control. Care must 
be taken not to increase the chromate content above 
this figure, as excess chromate will inhibit the reaction. 

In the second process,*! metal is first cleaned by 
etching in concentrated nitric acid, or is hand cleaned, 
after which it is immersed for 35 to 40 min. in a solu- 
tion containing ammonia and an alkali persulphate 
operated at 70 to 80°C. An example of this type of 
solution contains: 

214 ml./L. 
10 g./L. 


Ammonium hydroxide (0.91) - 
Ammonium persulphate 
which is operated at 80°C. for 35 min. 
Another solution of this type is worked at 70°C. for 
40 min. and contains 50 g./L. ammonium persulphate 
in a 3% solution of ammonium hydroxide. The coat- 
ings obtained by this method are clear and transparent 
and no sealing is required. 
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Of the vast number of the chemical oxidation proc- 
esses suggested and patented, space here permits men- 
tion of only a small number. A more or less complete 
list of processes will, however, be found in the bibliog- 
raphy at the end of this article. It must not be assumed 
that all or even a large part of these processes have 
actually come into widespread commercial use. Many 
of the solutions suggested are too complex to be han- 
dled economically, several others, like the Jirotka and 
Pacz. are mainly of historical interest as the time re- 
quired to form the coating is lengthy and not normally 
competitive with simpler and quicker-acting processes. 
Many different types of solutions will form protective 
coatings on aluminum. It depends on the economics of 
the process, not less than on the properties of the coat- 
ing. whether a particular type of treatment is suitable 
for commercial application. A lengthy, expensive treat- 
ment though perhaps producing a coating which is 
superior to other oxide coatings, may find itself in 
economic competition with the various anodic oxida- 
tion processes which, up to now, have proved far 
superior in chemical and physical properties to any 
produced by chemical means. 


Application in Organic Finishing 


One of the most important applications of chemical 
oxide coatings is as a base for paints, enamels, etc. For 
this purpose, the coating should be porous rather than 
dense and should, of course, not be sealed. 


Similarly, an undercoat is often unnecessary, and 
may indeed in some cases be harmful. Preferably, the 
oxide coating is dried in an oven or by direct heat at 
100 to 120°C.*4 The M.B.V.-type coatings are also a 
good base for baking lacquers, as the firing tempera- 
ture may be higher without losing adhesion, thus lead- 
ing to better chemical properties of the lacquer. The 
lacquer coating must not, however, be too thick. M.B.V. 
films also prevent “under-coating” of corrosion if the 
organic coating is damaged. 

The function of the oxide coating as a paint base is, 
however. far from clear. Contrary to established opin- 
ion. J. D. Edwards and R. I. Wray** believe that the 
paint-holding character of the coating is due not so 
much to the absorptive capacity of the film as to its 
inert and non-reactive character. The pores may, in 
fact, be so fine that large microcells may be unable to 
penetrate the coating, which, nevertheless, is still an 
excellent paint base. This theory is supported by elec- 
trical theories of adhesion in which it is shown that 
the nature of the bond of the paint-to-oxide coating is 
superior to the paint-to-metal bond. 

In addition to the effects of chemical inertness and 
paint-absorption, the effect of the chromic oxide pres- 
ent in the film is largely similar to that of chromate 
paint primers, and helps in repairing and maintaining 
the oxide coating without appreciably increasing the 
thickness of the film. The absorptive oxide coating on 
aluminum may be given greatly increased protective 
value by absorbing chromate into the pores and de- 
creasing the porosity.** This applies particularly to the 
Alrok coating which, sealed in dichromate solution, is 
a rather better paint base than the silicate sealed 
M.B.V. coating. 

Although not so good as a paint base, E.W. coatings 
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have still been satisfactorily lacquered. H. Wolf and 
H. Tuxhorn*® lacquered aluminum-copper-magnesium 
alloys of the duralumin type after E.W. treatment and 
waterglass seal, with excellent results. The lacquer was 
applied by immersion and dried very rapidly, only 5 g. 
per sq. meter of lacquer being retained on the surface. 
The alloys in their clad condition were also lacquered 
with success, though in this case the increase in corro- 
sion resistance obtained was not quite as high. 

As mentioned above, many workers in the M.B.V. 
process prefer longer immersion times and high tem- 
peratures to obtain maximum porosity and absorptive 
capacity in the use of M.B.V. coatings prior to paint 
finishes. If this method is used, it is often an advan- 
tage to dry the coating for 30 min. at 100 to 150°C. to 
evaporate all free moisture from the oxide film. Lac- 
quers are best burnt in. As against this, R. P. Mar- 
shall,'* working with aluminum castings, containing 
bronze inserts, recommends only a 3 to 4 min. treat- 
ment in the M.B.V. solution and subsequent spraying 
of the paint. The coating was not sealed, nor was an 
undercoat applied under cellulose lacquers. 

In this section, the influence of chemical oxide coat- 
ings on the paint-bond and the corrosion resistance has 
been dealt with. It must be emphasized, however, that 
no chemical oxide treatment can turn a bad paint into 
a good one and, in general, the effect of the oxide coat- 
ing on the corrosion resistance is often less pronounced 
than the quality of the paint. 


Electrodeposits on Oxide Coatings 


From the principle that aluminum may be electro- 
plated on top of a modified anodic coating, Helling 
and Neunzig**:*° developed a process of copper plating 
on the M.B.V. coating. An acid copper solution was 
employed, containing: 


Copper sulphate om 150 g. 
Sulphuric acid (65%) — 60 g. 
Gelatin scoesilpliaiis 0.01 to 0.1 g. 
Ne icniciinsnccuideiidienaaes 1,000 ml. 


This is operated at room temperature (20 to 25°C.) 
for 60 min., using a current density of 1.0 to 1.1 amp. 
per sq. ft. Copper deposits on M.B.V. coatings on dur- 
alumin were porous and unsatisfactory. 

Good results were also obtained, according to these 
authors, with copper deposits on coatings produced 
from solutions containing sodium metavanadate, e.g., 
by the Protal process. An etching operation in the plat- 
ing cycle was unnecessary. 

The copper deposits obtained possess a small electric 
resistance. Their corrosion resistance, however, de- 
pends on the alloy composition, heat-treatments, etc. 
A recommended operating sequence is: 10-min. immer- 
sion in sodium-hydroxide solution — neutralize in 2% 
hydrochloric acid — 15 min. M.B.V. treatment — acid 
copper plating. Such copper deposits were frequently 
lacquered to improve their maximum corrosion resis- 
tance, particularly for warm-moist atmospheres. 


Heavy-Metal Inserts 


An important application of chemical oxidation lies 
in the treatment of aluminum on alloy castings con- 
taining inserts of heavy metals. Such work can be ano- 
dized only if the foreign metal can be effectively 
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TABLE V 


Corrosion Resistance of Coated Aluminum Alloy with Heavy-metal Inserts 





{lloy Carbon-steel insert Treatment 

195 Bare l 
2 

3506 | 
v4 

1OE l 
ps 

195 Zine plated ] 
2 

3506 | 
2 

1OE ] 
2 

195 Cadmium plated ] 
2 

350 ] 
2 

LOE ] 
= 


Loss in weight 
after 200 hours 
Appearance salt spray Yo 


Moderate corrosion round insert 0.426 
Light general corrosion 0.308 
Moderate corrosion round insert 0.422 
Moderate corrosion round insert 0.278 
Moderate corrosion round insert 0.396 
Light corrosion round insert 0.189 


ight corrosion round insert 0.089 


L 
Light corrosion round insert 
L 


0.032 

ight corrosion round insert 0.060 
Discoloration round insert 0.045 
General discoloration of panel 0.057 
General discoloration of panel 0.045 
Light corrosion round insert 0.026 
General discoloration of panel 0.012 
Light corrosion round insert 0.026 
Discoloration round insert 0.023 
General discoloration of panel 0.013 
General discoloration of panel 0.012 





*]—Samples treated with aluminum part coupled to heavy metal. 


2—Aluminum part treated before assembly. 


masked, as otherwise the current will short through the 
inserts, not only decreasing the current density at the 
aluminum surface to a point where no oxidation takes 
place, but also pitting and dissolving the insert itself. 
Masking is an extra operation and has to be applied to 
each article separately, sometimes at considerable ex- 
pense. Chemical oxidation of such work, on the other 
hand, can be carried out without trouble, provided that 
the surface of the insert is not large compared to the 
aluminum surface. As will be seen, mixed metal sur- 
faces, of a large heavy metal: aluminum surface area 
ratio, are most effectively protected by a phosphate 
treatment. 

Numerous workers have investigated the chemical 
oxidation of aluminum with heavy-metal inserts and it 
will suffice here to give a brief example of some of the 
investigations carried out by A. J. Ferko,*® who applied 
the Alrok process to the American alloys 40E, 195 and 
356. Samples of these alloys were coupled with carbon- 
steel bolts, nuts and washers, some of which were cad- 
mium or zinc plated, before treatment, and then dis- 
assembled, the aluminum alloy being weighed and the 
samples reassembled. Additional treated as well as some 
anodized samples were weighed and coupled separate- 
ly to bare and plated carbon steel. All the samples were 
then salt sprayed, according to the standard process 
(Fed. Spec. AN-QQ-S-91) for 200 hours, after which 
they were disassembled and their corrosion products 
removed by alternate soaking in water and ethyl alco- 
hol with intermediate brushing. The specimens were 
then washed in alcohol and reweighed to determine loss 


in weight due to corrosion. Some results of these inves- 
tigations are given in Table V. 

Treated aluminum samples not coupled with inserts 
showed no corrosion after 200 hours’ salt spray, while 
samples which were anodized after coupling to the 
heavy metal showed poorer corrosion resistance than 
those protected by the Alrok process. 
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METAL FINISHING publishes, each month, a portion of the inquiries answered as a 
service to subscribers. If any reader disagrees with the answers or knows of better or more 
information on the problem discussed, the information will be gratefully received and the 


sender's name will be kept confidential, if desired. 








High Speed Silver Plating 

Question: We are setting up to silver 
plate the inside of a short tube for 
corrosion protection and a_ deposit 
thickness of at least 25 mils has been 
specified for this particular job. Dur- 
ing the war, we read about high speed 
silver plating processes which were 
used for aircraft bearings requiring 
about the same thickness of silver as 
our tube. Could you suggest a suitable 
formula and operating conditions for 
this type of production? We are fig- 
uring on rotating the tubes vertically 
for agitation purposes, which we know 
to be Would another 
method of agitation be more advis- 
able? 


necessary. 


M. W. 
Answer: A suitable high speed silver 
bath contains the following: 


Silver cyanide 14 oz./gal. 


Potassium cyanide 18 ” 
Potassium carbonate 4 ” 
Caustic potash 4 ” 


This solution is operated at 100-120 
deg. F. and current densities up to 
100 amp./sq. ft. are possible with 
suitable agitation. In addition to ro- 
tation of the tubes at about 100 to 
200 r.p.m., we would suggest that the 
solution itself be agitated by pump- 
ing up from the bottom through a 
perforated pipe or from a pipe with 
nozzles set to discharge into each tube. 
Because of the elevated temperature, 
carbon disulfide 
advisible. 


brightener is not 
Ammonium thiosulfate or 
one of the proprietary brighteners for 
silver are preferable. 


Source of Patents 
Question: We occasionally read one 
of your patent abstracts in Metal Fin- 
ishing which interest us and would 
like to obtain more information. 
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How can we obtain the complete de- 
tails? 
M.G. 
Answer: Copies of United States 
patents are obtainable from the Patent 
Office at 25 cents each. 
quests to 


Address _re- 
of Patents, 
Washington 25, D. C., enclosing pay- 


Commissioner 


ment and listing the patent number. 
Finishing Costs 

Question: | am a job polisher and 
would like information as to 
the price relationship between opera- 
tions, such as polishing and plating. 
I am working with a plater and I feel 
that he doesn’t allow me enough for 
polishing, while he thinks I am getting 
too much for polishing. Is there a 
way much should 
be allowed for each operation, when 
we charge 5 cents each for a bracelet. 
for example? 


some 


to determine how 


D.C. 

Answer: There can be no general- 
ization or comparison between relative 
costs of polishing and plating opera- 
tions. Ordinarily, job platers and pol- 
ishers will figure about three to four 
times their direct labor cost as their 
selling price. To this is added the 
value of precious metals used for 
plating. 

Wood Nickel Solution 


Question: We would appreciate any 


information you may have on_ the 
“Woods Nickel” solution for plating 


aluminum. We have heard of the so- 


lution and would like information 
for the makeup and maintenance. 
M. A. 


Answer: The Wood nickel solution, 
so far as we are aware, has not been 
employed for plating on aluminum. 
Its application has been to stainless 
steel and other nickel or chromium 


1955 





~ SHOP PROBLEMS 


allovs. such as Monel: also to bronzes, 


where good adhesion of deposit is re- 


quired. 

The solution consists of 2 Ibs. 
nickel chloride and 1 pint muriatic 
acid per gallon. Nickel or carbon 


anodes are used. at room temperature 
and 6 volts for about 20-60 seconds. 


Brass Color on Aluminum 


Question: We are brass plating 
small aluminum switch terminals in 


mechanical brass solution 


in which we plate small steel parts. It 


the same 


seems that after every two or three 
batches. the gets off- 
color when we plate the steel pieces. 


brass solution 


have to do a lot of 
manipulating of the solution to bring 


It gets so we 


it back to a brass color again. 

We would like to know if there is 
some kind of a dye resembling brass, 
bronze or copper that we could dip 
the aluminum pieces in and, at the 
same time, must not stop the current 
carrying qualities of the aluminum 
terminals. 

J. D.G. 

Answer: Chromate conversion coat- 
ings may give you a satisfactory color. 
Your plating supply house may be 
able to furnish you with samples of 
their products for trial. or you can 
have some of your parts treated by 
one of the companies who advertise 
such processes in METAL FINISHING. 

Gold or brass colored dyes might 
also be suitable for your application. 
Such dyes are obtainable from Eaton 
Chemical & Dyestuff Co. and Sandoz 
Chemical Works, Inc. 

Barrel Nickel Plating 

Question: Our wire pins are thor- 
oughly almost white 
color, copper plated, then polished to 
a very high degree. The copper pol- 


degreased to 


ished pins are plated with tin or 
nickel and the result is sent in two 
pkts. “A” (tin) and “B” (nickel) for 
your perusal. Another sample “C” is 
also sent to you for comparison and 
you will please observe the difference 
in plating and color. The bluish white 
plating in “C” is very attractive and 
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shall be 


us some guidance how we 


we obliged if you can give 
can obtain 
such results. The sample “C” is a 
product of some other manufacturer. 
Please also let us know if cadmium 
or recently developed tin-nickel alloy 
plating can produce such better results. 
ae 
dark color or barrel 
nickel is whitened by additions of co- 


{nswer: The 


balt sulfate in amounts of about 1] 


oz. gal. The white finish is also ob- 
tained from the newer types of hot 
bright nickel plating barrel processes, 
available from 
turers advertising in METAL 
ING. 


which are manufac- 


FINISH- 


Cadmium would present a hazard, 
since pins are very often held between 
the lips. Tin-nickel alloy has a pinkish 
cast and would not duplicate the 
samples furnished. 

“Hardware Finish” 

Question: We would like to know 
what the term “hardware finish” 
means and how it is obtained for use 
on zine based die castings. 

R. W. P. 
“hardware fin- 
ish” is very indefinite but refers to 
furniture and builders’ hardware. It 
would be necessary to know which 
particular finish is desired. For ex- 
ample, Commercial Standard CS22-40 
of the U. S. Dept. of Commerce for 
Builders’ Hardware lists 29 standard 
finishes ranging from paint through 
most of the commonly plated metal 
finishes, polished, blasted, brushed, 


oxidized and relieved. 


Peeling Nickel Plate 


Question: 


{nswer: The term 


I would appreciate hav- 
ing any information to eliminate peel- 
ing of nickel plate from steel (low 
carbon). I have tried all the com- 
mon steps: reverse and direct clean- 
ing. double rinse, double pickle (etch- 
ing). hydrochloric acid, double water 
rinse. Our nickel solution is a Watts 
type. 
K. W. 

Peeling of nickel plate 
from carbon steel, assuming the plat- 
ing solution is in good condition, 
would be due to defective cleaning 
procedure or a film on the steel. We 
would suggest that you communicate 
with the company from which you 
purchase your cleaner for assistance, 
since the problem cannot be handled 
by correspondence. 

There is a ‘section on cleaning of 


Answer: 
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carbon steel for plating in the METAL 
FINISHING 
might obtain some pointers, 


Guidebook, from which you 
and a 
very complete article on the subject 
of peeling appeared in the April and 
May, 1953 issues of METAL FINISHING 
by Richards. 


Gold Engraving on Guns 


Question: We have call for finishing 
black 
oxide finish on the parts not engraved 
and gold plate the engraving. We 
have seen jobs like this but are puz- 
zled as to how to do it. We do quite 
a lot of gold plating over a_ nickel 
undercoating and, of course, do gun 
bluing but how to do this job is too 
much for us. We need help on this 


our engraved guns as follows: 





and if you cannot help us, can you 
refer us to the highest authority on it ? 
D.W. 
To produce the gold plai- 
ing in the engraving of the guns, stop. 
off all but the area to be gold plated. 
Then clean, nickel and gold plate as 
usual. The nickel and gold are re- 
moved from the highlights with a 
hard felt wheel or a belt sander with 
a metal platen. The gun can then be 
blackened as usual by the caustic 
black without affecting the 
gold in the recesses. 

Instead of stopping-off the parts 
which are to remain black, you might 
find it more practical to apply the 
nickel and gold to the engraved areas 
by brush plating. 


Answer: 


process 
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Recently Granted Patents 
in the Metal Finishing Field 


Abrasive Blasting 
U.S. Patent 2,682,135. June 29, 1954. 
W. 1. Gladfelter, assignor to Pangborn 
Corp. 


In blast treating apparatus, in com- 
bination, a bin for storing blastant 
material in particle form, blastant par- 
ticle projecting means, means provid- 
ing a circuit for delivering blastant 
particles from said bin to said pro- 
jecting means and for returning pro- 
jected particles to said bin, means for 
receiving blastant stock in continuous 
form and for severing the same into 
particle form and delivering the se- 
vered particles to said circuit, means 
for feeding blastant stock in continu- 
ous form to said severing means, and 
means responsive to the level of blast- 
ant particles in said bin for initiating 
and terminating operation of said feed- 
ing and severing means. 


Electropolishing Aluminum 


U.S. Patent 2,682,502. June 29, 1954. 
F. H. Hesch, assignor to Kaiser 
Aluminum & Chemical Corp. 


A method of brightening aluminum 
surfaces comprising subjecting the 
surface as anode to an electrolytic 
treatment in an electrolyte consisting 
essentially of from about 0.1 to 0.8% 
HF, from 0 to about 2.0% HsgBOs; and 
from about 0.05 to 0.5% CrOs, bal- 
ance substantially all water, said per- 
centages being by weight of the total 
solution. 


Electropolishing Aluminum 


U. S. Patent 2,682,503. June 29, 1954. 
F. H. Hesch, assignor to Kaiser 
Aluminum & Chemical Corp. 


A method of brightening aluminum 
surfaces comprising subjecting the 
surface as anode to an electrolytic 
treatment in an electrolyte consisting 
essentially of from about 0.1% to 0.8% 
HF, from about 0.05 to 0.4% HSOx 
NH. and from about 0.3 to 2.1% 
CrO3, balance substantially all water, 
said percentages being by weight of 
the total solution. 
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Belt Polisher 


U. S. Reissue Patent 23,846. July 6, 
1954. H. D. Coe, Jr. and J. B. Dym. 


A device for finishing a workpiece 
of irregular shape, comprising two 
wheels, mounting means for each of 
said wheels for mounting said wheels 
relationship, each wheel 
rotatable about its axis relative to its 


in spaced 


mounting means, means for support- 
ing the mounting means for one wheel 
movable relative to the other mount- 
ing means so that the axis of said 
one wheel may be moved relative to 
the axis of the other wheel, an end- 
less abrasive belt having an abrasive 
surface and extending around said 
two wheels, an endless drive belt hav- 
ing a portion extending from one to 
the other wheel in face-to-face en- 
gagement with said abrasive belt and 
having another portion spaced from 
said abrasive belt, said driving belt 
exerting a force on said movable 
mounting means tending to urge said 
axis of said movable wheel toward 
the axis of said other wheel, means 
associated with said movable mount- 
ing means tending to counteract said 
force, means cooperative with said 
driving belt for setting said wheels at 
a predetermined distance from each 
other, and a form block disposed be- 
tween said wheels at a place where 
said driving belt is spaced from said 
abrasive belt, said form block having 
a matrix surface substantially con- 
forming with the surface to be fin- 
ished in male and female relationship 
and engageable by one surface of said 
abrasive belt when a workpiece is held 
against the other surface of said 
abrasive belt. 


Gas Plating 


U. S. Patent 2,682,702. July 6, 1954. 
A. O. Fink, assignor to The Common- 
wealth Engineering Co. of Ohio. 


A multi-layer metal product which 
is resistant to blistering and separa- 
tion of the layers upon heating of the 
metal product at elevated temperatures 
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comprising an aluminum metal base, 
a thin layer of nickel adhered to said 


aluminum base by exposing the base 
to an atmosphere of gaseous carbonyl 
formed from nickel and having a thick- 
ness of between about 0.00001 and 
0.00025 inch, said thin layer of nickel 
being of greater porosity than said 
aluminum metal base and having the 
gas desorbed therefrom, and a_ sec- 
ond layer of nickel disposed over said 
thin porous layer by exposing said 
thin layer to an atmosphere of gaseous 
from nickel, said 
second layer being substantially 
greater in thickness and higher in 
density than said thin layer of nickel. 


carbonyl formed 


Stripping Deposits from Iron 


U. S. Patent 2,683,085. July 6, 1954. 
K. Lohberg, assignor to Metallgesell- 
schaft Aktiengesellschaft. 


A process for removing cladding 
from iron which is clad with a metal- 
lic cladding selected from the group 
consisting of copper, nickel, tin, 
chromium, cadmium, zinc and mix- 
tures of such metals which comprises 
contacting the clad metal with molten 
magnesium at a temperature below 
the melting point of the iron until 
the cladding is dissolved by the molten 
magnesium. 


Plating Non-Conductors 


U. S. Patent 2,683,112. July 6, 1954. 
H. J. Reindl and S. R. Prance, assign- 
ors to General Motors Corp. 


In the method of plating a steering 
wheel made from plastic material in- 
cluding a metal core and the rim por- 
tion thereof connected by _ metal 
spokes to a hub, comprising the steps 
of; inserting a plurality of metal pins 
through said plastic material and into 
said core wherein the portion of said 
pins which are exposed at the surface 
of the plastic are flush therewith, 
painting the surface of the plastic ma- 
terial with a conductive paint so that 
the paint completely covers the plastic 
rim and overlies and connects the ex- 
posed ends of said metal pins, con- 
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Steel parts for electric meters, after forming and annealing, are acid-cleaned and pickled in Pennsalt PM-90. Scale, 
rust, oils and shop dirt are completely removed. They then have a chemically clean surface for quality electroplating. 


For better pickling and a superior plated finish” 


... meter maker switches to Pennsalt inhibited pickling agent PM-90 


This plant, manufacturing electric 
meters, formerly used hydrochloric 
acid for descaling annealed steel 
parts. Today they have switched to 
Pennsalt’s new PM-90, and report 
“it gives better descaling and a su- 
perior quality finish at no extra cost.” 


Their cleaning cycle: Degrease . . 
alkali clean... cold rinse... pickle 
in PM-90 . . . rinse. Parts range in 
size from very small to quite large 
and after cleaning are plated with 
cadmium, or copper and nickel. 


In plants everywhere, metal proces- 
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sors are finding that Pennsalt PM-90 
saves time and labor, gives smoother, 
brighter finishes. It is easy to use, is 
free-rinsing and economical. As the 
usual acid losses are minimized, 
PM-90 outlasts raw acid. It does not 
burn or pit metal. There is no fume 
hazard. Use PM-90 for production- 
line pickling of steel, and for remov- 
ing mill scale, annealing scale 
and rust. 

For full information about PM-90~, 
or for data on the long and varied 
line of Pennsalt metal-cleaning 
products, write to Metal Processing 


METAL 


FINISHING, 


Dept., Pennsylvania Salt Mfg. 
Company. EAST: 884 Widener 
Bldg., Philadelphia 7, Pa., WEST: 
Woolsey Bldg., 2168 Shattuck Ave., 
Berkeley 4, Calif. 


Chemicals 





A BETTER START FOR YOUR FINISH 


February. 
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When a fellow (plater) 
needs a helping hand... 
~ he'll find it here 


Pennsalt now provides direct local distri- 
bution in many areas in addition to their 
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necting the core at a point remote 
from said metal pins to one side of 
a current source and then immersing 
the wheel in a plating bath including 
an anode which is connected with the 
other side of the source whereby elec- 
trodeposition of the metal plate on 
the conducting surface of the paint 
occurs for coextensively covering the 
plastic and the ends of said metal 
pins for forming a smooth decorative 
cover thereover. 


Anodizing and Coloring 
Aluminum 


U. S. Patent 2.683.113. July 6, 1954. 


rous metal ions present in material 
adhering to the bearings and which 
forms with these ions stable com 
pounds that enter into and remain in 
solution during the entire tumbling 


operation, 
Antimony Bath 


U.S. Patent 2,683,114. July 6, 1954. 
J. D. Little, assignor to The Harshau 
Chemical Co. 


\ process for electrodeposition of 
an adherent, lustrous coating of anti- 
mony on surfaces of the class consist- 
ing of lead, tin, silver, alloys of a 
plurality thereof and 


rough - steel, 


comprising electrolyzing between an 
anode and a cathode of said class an 


large staff of sales-service men and technical 
service engineers. The exclusive Pennsalt 
distributors listed below offer you qualified 
service on Pennsalt Cleaners plus prompt 
delivery of materials from /ocal warehouse 
stocks, in these areas: | 


|S. R. Prance and H. J. Reindl, assign- 
ors to General Motors Corp. 


aqueous, acid solution containing an 
In a method for making waxed and 


; antimony compound affording a source 
colored aluminum ice trays, the steps 


| 
: : i 
of antimony ions and means for ad- 1 
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Chemical Corporation 
54 Waltham Avenue 
Springfield 9, Mass. 


BUFFALO-ERIE 
W. M. Fotheringham Co. 
975-981 Niagara Street 
Buffalo 13, New York 





CLEVELAND-AKRON-YOUNGSTOWN 





General Supply Co. 
5317 St. Clair Avenue 
Cleveland 3, Ohio 


BALTIMORE, MARYLAND 
Hughes Chemical Co. 
1411 Fleet Street 





MUSKEGON-GRAND RAPIDS 
M C Supply 
2410 Lake Avenue 
N. Muskegon, Mich. 
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Textile Chemical Co. 
Second & Spruce Sts. 
Reading, Pennsylvania 
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Contact your local distributor directly, or 
write: Metal Processing Department, 
Pennsylvania Salt Mfg. Co., 884 Widener 
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comprising: cleaning the surfaces of 
an aluminum ice tray; brightening 
the surfaces of the tray by immersion 
in a chemical brightening solution: 
brightened surfaces; 
dyeing the anodized surfaces by im- 
mersing the tray in a hot solution of 


anodizing the 


a soluble organic dye and simultane- 
ously sealing the dye within the pores 
of the anodized surfaces; continuously 
protecting the surfaces of the tray 
against oxidation by the maintenance 
of a protective aqueous coating there- 
over throughout the time required to 
perform said steps and to transfer the 
tray from one step to the next subse- 
quent step; drying the tray; immedi- 
ately coating the dyed surfaces of the 
tray by immersing the dyed and 
sealed tray in a hot, fluid wax-like 
material for providing a wax-like cov- 
ering all over the surfaces of said tray: 


waxing step being separated by rins- 


ing steps. 


Barrel Finishing 


U. S. Patent 2,683,343. July 13, 1954. 
C. R. Gillette and W. P. Burroughs, 
assignors to General Motors Corp. 


A tumbling process for treating 
bearings comprising the steps of re- 
moving lubricant from the bearings 
with a solvent, and tumbling the bear- 
ings in a solution containing a deter- 
gent, finely divided abrasive in sus- 
pension and a stable chelating agent 


which chemically combines with fer- 


1935 


justing the pH of said solution to 
from 2.5 to 5.0, said solution also con- 
taining cooperating adherence promot- 
ing and brightening addition agents 
one thereof being of the class consist- 
ing of benzene sulfonamide, di-ben- 
sulfonamide, 
fonamide, 


zene bi-di-benzene  sul- 


di-benzene — sulfonamide 


ether, and toluene sulfonamide and 
being present in solution in concen- 
tration from 0.5 to 6 grams per liter, 
and the other thereof being of the 
class consisting of diphenyl guanidine 
and triphenyl guanidine and_ being 
present in concentration from 0.005 


to 0.07 gram per liter. 

Bright Nickel 
U.S. Patent 2,683,115. July 6, 1954. 
A. H. Du Rose and K. S. Willson, as- 


signors to The Harshaw Chemical Co. 


parting to deposits produced therein 
improved smoothness and buffability, 
said solution essentially consisting of 
a composition of the class consisting 
of aqueous solutions of nickel sulfate, 
nickel sulfate 
and nickel chloride, aqueous solutions 


aqueous solutions of 
of nickel fluoborate, aqueous solutions 
of nickel fluoborate and nickel sulfate 
and aqueous solutions of nickel sulfa- 
mate and said addition agent being 
selected from the class consisting of 
coumarin and its substitution products 
wherein a substituent of the class con- 
sisting of alkyl radicals containing not 
more than four carbon atoms, acyl 
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480 FEET OF PLATING EFFICIENCY 


Udylite Selective Cell Plating Machine 
Electroplates 360 Automobile Bumpers Per Hour 


Today in one of the nation’s largest automobile plants, bumpers are 
being copper, nickel, chrome plated with a quality of finish and effi- 
ciency of operation unmatched by any other method. This work is 
being done on a new automatic electro-plating machine—a product 
of Udylite research—which incorporates features exclusive in Udylite 
equipment. 


The Udylite design allows for automatic selection of empty plating 
cells as the racks emerge from preceding operations. As they drop 
into the cells they fit around anodes in the tank that are hung to 
conform with the shape of the bumper. This assures quality plate on 
all curved surfaces. Efficiency in rack utilization is also a feature, for 
of the 84 racks used for the machine, only four are out of service 
during the normal plating cycle. 


Udylite builds plating and metal finishing machines large and small. 
The Udylite Full Automatic was the first standardized plating 
machine ever offered to the industry. It brought economy, high 
production and process control at a low installation price. 


If you have a plating problem it will pay you to consult Udylite. - 


Write to: 


THE 


Udylite WORLD’S LARGEST 


CORPORATION 


DETROIT 11, MICHIGAN 


PLATING SUPPLIER 


vo—a-- 








radicals containing not more the 
carbon atoms, halogen and carb x, 
groups replaces a hydrogen aton 0 
the coumarin, such addition agent be. 
ing dissolved in said solution in cop. 
centration from 0.05 gram per lite 
to saturation, said solution also con. 
taining from 0.05 to 1.5 grams per 
liter of formaldehyde. 


Metal Spraying of Tubes 


U. S. Patent 2,683,436. July 13, 1954, 
l. H. Marantz, assignor to Columbia 
Cable & Electric Corp. 


An installation of the character de- 
scribed for coating metal tubes, com. 
prising a metal spraying unit having 
a fixed spray nozzle, means to grip 
and simultaneously and positively to 
rotate such tubes and advance the 
latter lengthwise through said metal 
spraying unit past said fixed spray 
nozzle to be acted upon thereby, 
whereby the entire outer surface of 
such tubes may be uniformly coated 
without any portion thereof being 
subjected to the action of said spray- 
ing unit for any excessive period of 
time, the means for gripping such tube 
and simultaneously rotating and _ ad- 
vancing the same compriisng a hous 
ing, means rotatably mounting said 
housing. a pair of rollers rotatably 
mounted in said housing lying in the 
same plane with their axes parallel to 
each other, said rollers having their 
peripheries spaced from each other 
and having gripping means thereon, 
means to guide a tube into said hous- 
ing between said rollers to be gripped 
thereby, drive means to rotate said 
rollers to advance the tube therebe- 
tween, means to guide such tube out 
of said housing from said rollers and 
drive means to rotate said housing. 


Metal Spray Gun 
U.S. Patent 2,683,623. July 13, 1954. 
R. M. Brennan. 


Apparatus for spraying molten 


metal comprising a container for 
molten metal, a spraying device 
through which molten metal from 


said container is adapted to flow for 
spraying from said device, and means 
for maintaining a predetermined uni- 
form level of metal in said container 
for achieving uniform spraying re- 
sults including a feeding unit con- 
trolled by the level of metal in said 
container for feeding molten 
thereinto and overflow means on said 
container maintaining such uniform 


metal 
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ve’) in the event that the rate of 
feeding of molten metal into said con- 
ainer exceeds the rate of spraying 
thereof by said device. 


Conducting Coating 


|. S. Patent 2,683,670. July 13, 1954. 
D. Perlman. 


\ coating composition for produc- 
ing on the surface of an object of in- 
sulating material a continuous metal- 
lic electrode surface coating having a 
thickness of at most about 0.0003 inch 
which is effective as a surface elec- 
trode for electro-forming on such sur- 
face electrode a firm metallic structure 
having the shape of said electrode sur- 
face coating, which coating composi- 
tion consists essentially of liquid ab- 
solute alcohol having suspended there- 
in a powder composition consisting 
essentially of silver powder and about 
5% to 7% stearic acid by weight, 
said silver powder having a particle 
size which floats in the air when 
stirred with a brush. 


Porcelain Enameling 


U.S. Patent 2,683,672. July 13, 1954. 
A. E. Chester, assignor to Poor & Co. 


In a method of coating ferrous 
metals with vitreous enamels, the step 
which comprises pretreating the fer- 
rous metal with a substantially uni- 
form thin coating containing potas- 
sium antimonyl tartrate and a chloride 
of a metal from the group consisting 
of nickel and cobalt. 


Bright Nickel Plating 


U.S. Patent 2,684,327. July 20, 1954. 
F, Passal, assignor to United Chrom- 
ium, Inc. 


In an aqueous acidic bath solution 
for bright nickel plating containing at 
least one nickel salt as the source of 
the nickel and a substituted aromatic 
compound as a secondary brightener 
in which said substituent comprises 
an —SQOz containing radical with the 
S atom linked to the aromatic ring of 
said compound, the combination there- 
with as a primary brightener of about 
1.005 to 0.05 g./l. of an indazole de- 
tivative comprising indazole having a 
radical substituted in the six-mem- 
bered ring thereof, said radical con- 
taining a non-metallic atom which is 
linked to said six-membered ring, and 
said non-metallic atom being selected 
from the group consisting of nitrogen, 
oxygen, sulfur, carbon, and halogen. 














CHROME PLATERS ACCLAIM ZERO-MIST 


New Udylite Additive Provides Absolute 
Control of Chromic Acid Mist and Spray 


If you are a decorative chrome plater you will save valuable chromic 
acid now wasted in dragout, mist and spray by using Udylite’s new 
Zero-Mist in your chrome plating solution. You will improve the 
hygienic conditions in your plating room, too! 


Zero-Mist is a completely stable additive, indestructible at all tem- 
peratures and in all concentrations. It is easy to maintain in the bath. 
Its control is simple. It lasts and lasts. 


Since the introduction of Zero-Mist less than a year ago by Udylite, 
hundreds of users have written acclaiming the benefits of this fine 
new product. 


Here are a few comments... “70°; reduction in chromic acid use” 
... “29% reduction in cost” .. . “considerable reduction of chrome 
dragout” ... “satisfactory in keeping down fumes and spray”’ . . . “If 
necessary could turn off exhaust system” . . . “Our chromic acid 
usage cut more than 50°; and our fume problem eliminated”. . . 
“‘Zero-Mist reduces film dragout.” 


Write for a free folder describing the usage and characteristics of 
Zero-Mist or enter a trial order today. Write to: 


THE 


WORLD'S ica Udylite 


CORPORATION 


DETROIT 11, MICHIGAN 


PLATING SUPPLIER 
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ETREX 


EMULSIONS 


(LEM RETARD RUST 





we: ONE operation 
PITRE MER ES 


Rust cannot attack metal parts “in process” if they have 


been cleaned with Detrex Emulsion Cleaners. 


These proven, double-action cleaners, remove soil thor- 


oughly and deposit a monomolecular film that protects parts 


against rust during production operations. 


Because they will not attack any known metal or alloy, 


Detrex Emulsion Cleaners offer greater flexibility. Temperatures, 


concentrations and even the chemicals themselves can be tailored 


to meet your specific cleaning needs. 


Some of the Detrex emulsions available are: Detrex 9O 


—vused in heated mechanical spray washers for removing oil and 


surface soils from all types of metals; Detrex 92—specifically 
recommended for cleaning cast iron and steel parts; Detrex 93 
—used for removing oil, drawing compounds and lapping com- 
pounds from all metal parts. 


Please send us complete information on Detrex Emulsions 


for our cleaning operations. 
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Electropolishing Zine 


U.S. Patent 2.683.687. July 13, 1954. 
R. M. Wick. 


assignor to Bethlehem 
Steel Co. 


The process of anodically polish- 


ing zine surfaces which comprises 
electrolyzing a zinc-coated steel article 
in an aqueous solution consisting es- 
sentially of chromic acid (approxi- 
mately 250 grams per liter) and boric 
acid (approximately 12 grams per 
liter) at a current density of approxi- 
mately 150 amperes per square foot 
and at a temperature of from 70°- 
90°F, for not less than 10 seconds, 
said zinc-coated steel article acting as 


the anode. 


Treatment of Silver to Inhibit 
Tarnishing 
U.S. Patent 2.684.328. July 20, 1954. 
C. F. Matthews and J. C. Sawyer, as- 
signors to Oneida, Ltd. 


A process for inhibiting the forma- 
lion of silver tarnish which comprises 
contacting a silver tarnish-susceptible 
article with an aqueous solution con- 
sisting essentially of a fluoborate of 
a metal more electropositive than 
silver for a time sufficient to render 
said article tarnish resistant and in- 
sufficient to deposit a visibly detectable 
layer of said metal on said article, 
said article having a surface consisting 
at least in part of a metal of the group 
consisting of silver and alloys of silver 
is the predominant 
metal, said solution having a concen- 
tration of at least one per cent of said 


wherein | silver 


fluoborate. 


Corrosion Inhibitor 
U.S. Patent 2.684.332. July 20, 1954. 
G. H. Rohrback, D. M. McCloud and 
W. R. Scott, assignors to California 
Research Corp. 


A pelleted corrosion — inhibiting 
composition characterized by a high 
crushing strength consisting esentially 
of a uniform coherent mixture of so- 
dium arsenite and arsenous oxide, the 
weight ratio of sodium arsenite to 
arsenous oxide being in the range 
1:10 to 10:1. 


Corrosion Inhibiting Composition 

U.S. Patent 2,684,333. July 20, 1954. 

G. H. Rohrback, D. M. McCloud and 

W. R. Scott, assignors to California 
Research Corp. 


A pelleted corrosion — inhibiting 
composition having a density of at 











least 2.5 grams per cubic centimeter | 


consisting predominantly of a uni- 
form coherent mixture of a major pro- 
portion of sodium arsenite and a 
minor proportion of metallic zine. 


Spot Plating Chromium 


U.S. Patent 2.684.939, July 27, 1954. 
C. F. Geese, assignor to Time, Ine. 


Plating apparatus for spot electro- 
plating conducting surfaces compris- 
ing. a rigid non-conductive tip formed 
with a hollow portion therein provid- 
ing a reservoir for plating solution 
and having a capillary opening at the 
extremity thereof connecting with the 
hollow portion for gradually releasing 
the solution upon movement of the 
extremity of said tip against a surface 
to be plated and an elongated anod> 
within said tip having an end adjacent 
the opening, said extremity of said 
tip having slots intersecting and ex- 
tending away from said capillary open- 
ing to prevent gases formed by elec- 
trolysis from blocking the capillary 
opening. 


Brass Solution 


U. S. Patent 2,684,937. July 27, 1954. 
L. R. Westbrook and E. J. Roehl, as- 
signors to Pittsburgh Steel Co. 


A yellow brass plating bath com- 
prising in aqueous solution, sodium 
cyanide, copper cyanide, sodium hy- 
droxide and a cyanide soluble zinc 
compound, the sodium hydroxide be- 
ing present in concentration exceeding 
3 ozs. per gallon and the zine being 
maintained in low concentration, such 
that the ratio of copper to zinc in solu- 
tion lies between 35:1 and 10:1. 


Gas Plating 
U.S. Patent 2,685,121. Aug. 3, 1954. 
O. F. Davis and H. G. Belitz, assignors 


to The Commonwealth Engineering 


Co. of Ohio 


The method of preparing metal foil 
which comprises, maintaining a cylin- 
drical roll in continuous revolving mo- 
tion, coating a substantially cleared 
surface of the roll with an adherence- 
reducing medium, heating said roll to 
a temperature in the range of 350° F. 
to 450° F., impinging a gaseous stream 
of inert gas and metal carbonyl against 
said heated revolving coil whereby the 
carbonyl is decomposed and the metal 
deposited to produce a film on said 
roll, and continuously stripping the 
thin film of deposited metal from said 
roll. 
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INDUSTRIAL No. A3-65 

centrifugal pump with vulcanized-rubber-lined 
casing and molded-rubber impeller. 

Base has rubber-covered floor. 


for corrosive and noncorrosive liquids 


The latest in pump engineering and design is incorporated 

in INDUSTRIAL centrifugal pumps for maximum efficiency 

and severe, continuous service. Lined with soft rubber for 

abrasive slurries or hard rubber as specified, balanced ro- 

tating assembly mounted in ball bearings, corrosion-proof 
| stuffing box to permit external liquid seal if required, easily 
removable packing gland nut and ample space for repack- 
ing stuffing box, simple adjustment of impeller clearance 
are some of the features. 

These pumps are made in a range of sizes with capacities 
up to 240 gpm., operating heads up to 240 feet, and %4 to 
15 hp. They are furnished either with or without base, 
motor, and coupling 


Complete Information on Request 5150 


PRESSURE FILTERS 


INDUSTRIAL Hee 


FILTER & PUMP MFG. CO. [eeMeeeee 


5906 Ogden Avenue @ Chicago 50, Illinois 
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FORMAX 


the Ferfect Combination 


FROM START 
TO FINISH 


ZIPPO 
CLOTH 
BUFFS 


These famous 


wearing buffs run 


long- 


cool under all buffing 
conditions. High count 
bias-cut cloth is as- 
sembled on ventilated 
steel centers. Each sec- 
tion is perfectly bal- Our 
anced and faced—re- ing, 


quires no raking. 


BUFFING 
COMPOUNDS 


Formax produces a complete 
line of buffing compounds in 
bar, tube and liquid form. 

extensive manufactur: 
laboratory and 
facilities are at your disposal. 


ZIPPO 
SISAL 
BUFFS 


You have a pleasant 
surprise coming if you 
haven’t tried the new 
Zippo bias-type sisal 
buff. 
cally developed for 
steel! buffing—to blend 
polishing grit lines 


It was specifi- 


to cut down stainless 
testing steel—and bring up a 


bright lustre, 


Other Formax products include the well-known C-20 Flexible 
Contact Wheels and F-26 Abrasive Belt Grease Stick. 


Descriptive Catalogs Sent on Request 
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ABSTRACTS 





Test Equipment for 
Anodized Coatings 


Communication from the Ranshofen 
Research Institute: Aluminum - Rans- 
hofen Mitt. No. 1, p. 6 and No. 2, 
p. 34 (1953). 


For the testing it is best to utilize 
certain electrical characteristics of the 
coating as a criterion and, in particu- 
lar, dielectric measurements, determi- 
nation of the insulation break-down 
current and the break-through voltage. 
\n apparatus was devised on this basis 
and, from the details given, any inter- 
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ested person can build similar equip- 
ment from commercially available 
parts. The apparatus is described with 
the aid of diagrams and operational 
details are provided. In the second 
part, the operational experience and 
results obtained with the use of this 
research apparatus are presented from 
a practical standpoint. 

Spectrographic Determination of 

Nickel and Cobalt Contents 

in Bright Nickel Baths 

M. Scalise: La Metallurgia Italiana. 
Vol. 45, p. 170. 

The positive results of tests which 
were carried out to develop a simple 
spectrographic method for the determi- 
nation of the nickel and cobalt contents 
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of solutions, are presented by the au- 
thor. The method provides the possi- 
bility of a simple analytical control of 
the chief constituents and of the im- 
purities of bright nickel baths. which 
can be rapidly carried out and which 
is accurate. 


Stripping of Electroplate 
and Lacquer 
Vetallic Bulletin (Netherlands). p. 
269 (1953). 


A presentation is given of the pro- 
cesses which can be employed for the 
stripping of non-noble metals from 
nobler base metals, non-noble metals 
from similar base metals. nobler metals 
from non-noble base metals as well as 
the removal of lacquer coatings. 


Studies on Electrodeposited Alloys 


K. Aotani: Electrochem. Soc. (Ja- 
pan). Vol. 20, p. 611. 


The X-ray structures of electrode- 
posited alloys of iron-nickel, nickel-co- 
balt, cobalt-iron, copper-zinc,  silver- 
cadmium, silver-copper, zinc-cadmium 
were examined in previous research by 
the author. Work in continuation is 
described on the structure of the fol- 
lowing alloys: tin-cadmium, tin-zine 
and iron-nickel-cobalt. 


X-Ray Examination of 
Electrodeposited Bright Nickel 


N. Kasai, M. Kakudo and_ T. 
Watase: Electrochem. Soc. (Japan). 
Vol. 21, p. 215. 


In recent years various work on 
bright nickel deposits has been under- 
taken and published. Hothersall and 
co-workers observed a laminar struc- 
ture approximately parallel to the base 
metal surface without the crystal 
structure appearing. The authors in- 
vestigated the structure and grain size 
of bright nickel deposits. The test 
deposits were produced under various 
conditions and from varying types of 
baths. The baths contained alpha or 
beta sodium naphthalene monosulfon- 
ate as the brightening agent. The X- 
ray examination showed neither a 
change of the lattice constants nor 
any favored crystal orientation. The 
orientation and size of the crystallites 
was calculated according to the Jones 
method with the use of heat treated 
The dimensions were 


control _ tests. 
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found parallel to the right angle axis 
at a and b = 50 A, c = 1300 A. 
These dimensions are considerably 
smaller than the normal nickel de- 
posits. From these findings it would 
appear correct to assume that the 
cause of the brightness of the deposit 
is not the crystal orientation but the 
crystal size. The abnormal X-ray dif- 
fraction can be explained not only by 
the crystal size but also by the lattice 
distortion and rotation. 


Metal Coloring by 
Electrodeposition of Interference 
Thin Film; Part I Determination 

of Coloring Conditions 


M. Kikuchi and N. Kaneki: J. Elec- 
trochem. Soc. (Japan). Vol. 21, p. 17. 


By the electrolysis of a complex so- 
lution of copper, tartaric acid and 
caustic soda with the use of carbon 
and copper sheet as the anode and 
cathode, two stages of electrolytic 
reaction were established by the cur- 
rent-voltage curve. At the first stage, 
interference films we were obtained 
in the colors orange. red, silver-white, 
yellow and golden yellow, following 
each other in sequence three times, 
until finally a gray film was formed. 
The description of the test results was 
amplified by means of curves. 


Red Gold Alloy Plating 


E. Raub: Metalloberflaeche. Vol. 7, 
No. 2, p. A 22. 


The structure of copper-gold alloy 
deposits is studied by the author as 
affecting the properties and behavior 
of the gold plate. When recrystallized 
from the molten metal, the alloys form 
a continuous series of mixed crystals. 
A study of the lattice constants of these 
mixed crystals was made together with 
the study of the lattice constants of 
electrodeposited alloys and the respec- 
tive lattice constant curves were super- 
imposed. The lattice constants curves 
of the electrodeposited alloys conforms 


in no way to that cbtained from the . 


lattice constants curve of the recrys- 
tallized metals. With electrodeposition, 
the lattice constant of the gold and/or 
that of the copper can be observed 
over the whole range of the composi- 
tion. Any stronger or weaker reduction 
of the lattice constant of the gold or 
increase of that of the copper respec- 
tively occur only at single points. These 
values, however, deviate from the 
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Totally enclosed fan-cooled 
motor (3 and 5 HP, 1750 
| RPM and 735 HP, 3450 
RPM). 


Sturdy steel column with 


14” vertical movement. 


Handwheel with ball thrust 
bearing for easy verticle 


column adjustment. 


1601 DOUGLAS AVENUE 





of KALAMAZOO 


FOR THE RIGHT FINISHING HEAD 











Reversible ratchet wrench 
operated dovetail slide feeds 
wheel to work on “once set- 


always set” angled head 


Muiti-V-belt drive permits 


various spindle speeds. 


Large, extra heavy cast-iron 


base with anchor bolt holes. 


MODEL 50-81 


134g HP to 25 HP — Floating or non floating types for use with buffs, wire or tampico 
brushes or abrasive belts. Accessories include AIR LIFT — POWER WHEEL FEED — 
POWER TRAVEL (VERTICAL OR HORIZONTAL) OSCILLATING SPINDLE. Tell us your 
problem and let us quote on your requirements. 





KALAMAZOO, MICHIGAN 





course of the lattic constants of the 
recrystallized alloys. 

The above facts thus serve to show 
that electroplated copper and_ gold 
crystallize during electrolysis indepen- 
dently of one another. Electroplated 
silver and gold on the other hand crys- 
tallize with the formation of a pro- 
gressive series of mixed crystals. These 
findings are of considerable practical 
interest as regards gold alloy plating 
practice, particularly with respect to 
red gold, which is a gold-copper alloy. 
They explain a fact which has become 
obvious to the technician by repeated 
observation that the electroplated de- 
posits of gold and copper, often even 
with high gold contents, show a strong 
tendency to surface discoloration while, 
on the other hand, gold-silver alloys 
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with a sufficient gold content are prac- 
tically tarnishproof. The cause of this, 
according to X-ray examination, is 
the occurrence of copper crystallites 
which have a low resistance to dis- 
coloration. Also with the ternary alloys 
which contain gold. copper and silver, 
the insertion of the copper in the 
mixed crystal is incomplete, as is 
shown by the lattice constants of the 
ternary alloys. Thus with the simul- 
taneous deposition of gold, silver and 
copper. there are often obtained de- 
posits which have little stability to 
surface discolora‘ior. even with the 
higher gold contents. It should be 
noticed that the inclusion of the copper 
in the mixed crystals with the simul- 
taneous co-deposition of silver is easier 
than with the binary red gold-copper 
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alloys. The same holds true for the 
white gold-nickel deposits. X-ray ex- h 
amination shows that, throughout, 


| only small amounts of nickel are held P 
| in solid solution in the gold by mixed : 
| crystal formation. In general, the ‘i 
| nickel crystallizes separately from the ‘ 


gold. In practice however, this fact is 
not so unfavorable as with the red , 
gold-copper deposits. On the one hand 











| the nickel content in the electroplated : 
white gold alloy remains small and 
:. , i 
on the other hand the nickel is much ‘ 
more stable to atmospheric influences f 
than copper. a 
An improvement in the color sta- r 
bility of the red gold plate can be t 
obtained by suitable heat treatment 1 
after plating. This heat treatment I 
serves to promote the formation of t 
mixed crystals of gold and copper. < 
The red alloy plate which is easily 7 
discolored when exposed to the atmo- é 
sphere is then converted into a prac- t 
tically stable non-discolorable alloy, I 
provided that the copper content is i 
not too high. I 
{ 
- { 
Pickling Treatments for 
Magnesium Metals 
M. Straschill; Beiztechnik. Vol. 3, 
No. 1. 
Cleaning in alkaline solutions serves 
not only to remove oily matters from 
the surface but can also be used to : 


remove coatings formed by a bichro- 
mate treatment if these need to be 


The Key to Successful itt ot tetie sie] 


are strongly alkaline solutions with a 


e pH value over 11 and used at boiling, | 
r{ H q 4 S p © ed PLA ? ING of the following composition: 30 g. | 
crystalline trisodium phosphate (Nag ) 


PO,.H:O); 30 g. crystal soda (Nae 








®@ Higher Production Automation by MEAKER is the sure CO3.10H,O) with 1 g. soap in 1 liter | 
9g way to more successful plating, anodiz- of water. A suitable wetting agent can | 


® Versatility be used in place of or with the soap 


ing, phosphatizing and other processing : . 
& | I D I 5 with advantage. Extremely large parts 


° — Oper- operations — at higher speeds — thus which cannot be treated in the bath 
ation sine S 7 , 

lower cost. MEAKER builds automatic can be rubbed down with Vienna chalk 

®@ Better Finish plating equipment especially to fit your which removes not only the oil and 


operation, whatever it may be. grease but also any adherent dirt. 


I ' Bright pickling baths serve to remove 
zet_us know about your problem and oxides, hydroxides, old coatings as 


ask to have a MEAKER engineer study well as substances which the alkaline 
it and make recommendations at no baths do not remove. These generally 
obligation. contain dilute acids as the effective 
cleaning agent. Two types of acid 


THE MEAKER COMPANY | solution are used for the purpose: 


1. those which attack the magnesium 
1635-41 SOUTH S5Sth AVENUE e CHICAGO 50, ILLINOIS metal (nitric, sulfuric, acetic and sim- 
Phone OL ympic 2-2110 


| ilar acids) and 2. those which do not 
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attack the magnesium (chromic. or 
hydrofluoric acid). The first solutions 
produce a _ metallic bright surface 
within the shortest time (within a few 
seconds) associated with a certain re- 
moval of the base metal. The most 
effective bath in this class can be re- 
garded as a dilute nitric acid solution. 
A concentration of 10° or less is 
sufficient. The operation is to immerse 
the objects for a few seconds into 
the nitric acid, then to remove them 
rapidly, allow them to drain for a 
few seconds, then to rinse first in cold 
water and subsequently to give a 
rapid immersion in boiling water and 
to dry off. The surface obiained with 
most magnesium alloys is silver white. 
If there is a rainbow coloration on 
the surface this can be removed by a 
short treatment in 3% nitric acid. 
The effect of the nitric acid is to 
activate the surface and so increases 
the attack by moisture. This fact must 
be considered and the water only 
allowed to come into contact with the 
metal for the shortest possible time or 
the attack inhibited by small addi- 
tions of alkali chromate or dichro- 
mates (about 0.27). A pickle on a 
sulfuric-nitric acid basis is comprised 
of: 8 liters conc. nitric acid, 2 liters 
conc. sulfuric acid and 90 liters water. 
The bath is operated at room tempera- 
ture and immersion is for 10 seconds. 

A bright pickling treatment is pro- 
vided by first degreasing in a solu- 
tion consisting of 22.4 g. crystal sodi- 
um carbonate, 14.9 g. sodium hydrox- 
ide and 0.8 g. soap per liter at 88 to 
100°C. for 10 minutes. After rinsing 
and dipping in 7 to 10 vol. ‘@ nitric 
acid, a rinse is given in flowing water. 
The dip then follows in the actual 
bright pickle bath of the following 
composition: 180 g. chromic acid, 
30 g. sodium nitrate and 0.9 g. mag- 
nesium or calcium fluoride per liter. 
The bath is worked at room tempera- 
ture, dip time is 15 seconds to 1 min- 
ute and agitation of the ware or solu- 
tion is necessary. For pickling treat- 


ment for plating on magnesium care- - 


ful control is required. In acid solu- 
tions, because of the strong gas gen- 
eration, an incomplete or generally 
non-adherent metal plate is obtained. 
In alkaline solutions above a pH value 
of 10 the surface oxide is not attacked. 
Only in pyrophosphate solutions is it 
possible to bring magnesium oxide 
and hydroxide smoothly into solution. 











In many instances the first cost of a Sparkler filter will 
exceed that of some other types of plating filters. 


But the savings in operating cost soon will more than make 
up for the difference, and you will find your Sparkler a 
good investment both on the basis of cost and quality 
of performance. 


For example: 


Pre-coating Sparkler horizontal filter plates requires 
only about one-third the amount of filter aid used by some 
other filters. 


Only a thin pre-coat is necessary, and you can get brilliant 
sharp clarity right from the start. 


Intermittent operation of the 
filter will not break up the cake on 
horizontal plates. No renewal of 
pre-coating is necessary after a 
period of inactivity. 


A wide range of fineness of 
filter media is possible with 
Sparkler filters. 


Sparkler filters are ideal for al- 
loy plating solutions. Non-metallic 
filter plates and rubber lined tanks 
are available when required. 


These are a few of the many oper- 
ating advantages that make Sparkler 
plating filters the most economical 
in labor and material cost and most 
satisfactory from a standpoint of 
filtering quality. 





> 
Sparkler representatives in all principal An extra set of plates that can 
cities are available for personal service %¢ changed in a matter of 


é minutes cuts ‘“‘down-time’’ to o 
on your filtering problems. minimum. 


T— SPARKLER MANUFACTURING CO. munoetein, 1unots 


Sparkler International Ltd., Canadian Plant, Galt, Ontario @ European Plant, Amsterdam, Holland 





For over a quarter of a century, engineers and manufacturers of a complete line of industrial filtration equipment. 
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Conversion Coating 


Kosmos Electro-Finishing Research, 
Inc., Dept. MF, 13 Valley St., Belle- 
ville, N. J. 


Ker-Chro-Mite GZ, a new develop- 
ment by the above firm, is an olive 
green conversion coating for zinc. The 
product, which is chromate type, is 
supplied in stable concentrated solu- 
tion which is cut to desired strength 
for use. The process imparts a uniform 
olive green on zinc which passes 100 
hours of salt spray test to formation of 
white oxides, it is claimed. The bath 
once made will not break down easily. 
It is used at or below room tempera- 
ture. The working bath needs only 
periodic replenishment with the con- 
centrate. 

The film formed has excellent prop- 
erties as a base for paint or as an at- 
tractive olive green finish. It is adapt- 
able to all Federal Ordnance finishes 
requiring high corrosion protection as 
well as uniformity of color. 


Paste Soap Dispenser 
Gus J. Schaffner Co., Dept. MF, 


Emsworth, Pittsburgh 2, Pa. 


The “Little Doc” Disolvit dispenser 
is to be used where the user wants an 
economical and efficient hand cleaner 
at his finger tips that can be used 
either with or without water. 

The dispenser is claimed to be revo- 
lutionary in the fact that it dispenses, 
with one push of the handle, enough 
heavy duty, paste type, hand cleaner 





for one washing, at the rate of 3 


washings for lec. 


To insure the convenience of the 
dispenser, a big 300 washing, 7!2lb.. 
throw away type cartridge has been 
used, which can be replaced in 60 
seconds. The attractiveness of the dis- 
penser is evident by the symmetrical 
design and complimentary — color 
scheme. The dispenser will offer many 
long years of rough use because it is 


constructed of 18 gauge steel. 


Filter Units 


Comco, Inc., Division, Enthone. Inc.. 
Dept. MF, 442 Elm St., New Haven, 
Conn. 


A new series of cartridge type filter 
units, designed especially for the elec- 
troplating and electroforming indus- 
tries, are available in a variety of 
models ranging from 100 gallons to 
5,000 gallons or more per hour. They 
are available in iron, stainless steel, 
rubber and plastic for use with all 
types of corrosive solutions. The units 
are easy to assemble and disassemble. 
Cartridges woven with a variety of 
fabrics to withstand solutions can be 
used, including cotton, dynel, orlon, 
glass, acetate and nylon. An illustrated 
brochure is available describing these 
units. 


Adaptors for Abrasive Wheels 


Merit Products, Inc., Dept. MF, 
4023 Irving Place, Culver City, Calif. 


With the addition of two new sizes, 
the company now has available a com- 
plete line of adaptors for use with 
their Sand-O-Flex brush-backed de- 
burring wheels. The adaptors make it 
possible to use the abrasive wheels on 
any shaft up to 114” dia. The wheels 
are bored 1%” for the small, home- 
workshop model; 14” and 5g” for the 
intermediate sizes; 34” for the large 
industrial unit. Normally, the sanding 
heads will fit any machine shop spindle 
(motor shaft, lathe, grinder, drill 
press, etc.) but in cases where spindles 
are undersize, oversize or threaded, 
adaptors are necessary. The adaptors 
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New Methods, Materials and Equipment 
for the Metal Finishing Industries 





either for 


are available plain or 
threaded spindles ranging in 
from 14” drill chucks to 114”-7 male 
thread. No other mount is needed. 


sizes 


Made from alloy bar stock, adaptors 
will last the life of the wheel. Ends 
which insert into the bore of the wheel 
are milled flat; those for plain spindles 
are supplied with set screws. A bleed 
hole is drilled in threaded adaptors. 


Barrel Finishing Compound 


Minnesota Mining and Mfg. Co., 
Dept. MF, 900 Fauquier St., St. Paul 
6, Minn. 


A new barrel finishing compound 
designed to produce especially smooth 
finishes on light metal die castings is 
called Honite brand Micro Cut. The 
compound is recommended for use on 
die castings of zinc, aluminum and 
other light metal alloys. It will remove 
light machine marks and leave an 
extremely fine surface finish, with a 
minimum of stock removal, avoiding 
deep scratches and exposure of por- 
osity in castings. 

The smoothness of the surface pro- 
duced by the compound, containing a 
very fine mineral grain which gives it 
a mild abrasive action, improves the 
quality of subsequent plating and ball 
burnishing operations, according to 
the manufacturer. 


In-shop demonstrations can be ar- 
ranged by contacting the company or 
its distributors. 
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When J. C. Miller joined forces with Hanson-Van Winkle-Munning recently, 
the nation’s two best sources of buffing and polishing compounds became one. 
Each of these two compound sources offered specific advantages 
and unique products—uniting them meant the creation of one 
master compound line, a line unequalled anywhere. 





NOW—FROM ONE SOURCE—YOU GET— 


AN ENLARGED FIELD SERVICE AND RESEARCH 
STAFF, better equipped to help you with your 
buffing problems. 


FASTER, BETTER, MORE ECONOMICAL SERV- 


ALL TYPES | 

ICE AND DELIVERY—increased manufacturing Liquid | | 
and warehousing facilities across the United Cast | 
States. Extruded 
Greaseless | 

SIMPLICITY—from one compact line you can Hand-Rolled | 


choose the exact compound to meet every con- 
ceivable buffing requirement. 





| PMATEMANSHIP _ 


Your H-VW-M combination— 
of the most modern testing 
and development laboratory 
—of over 80 years experience 
in every phase of plating 
and polishing—of a complete 
equipment, process and sup- 
ply line for every need. 


INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES * EQUIPMENT + SUPPLIES 


For complete information ask for Bulletin 


J. C. MILLER DIVISION 
HANSON-VAN WINKLE-MUNNING COMPANY, MATAWAN, N.J. 


Plants: Matawan, N. J. * Grand Rapids, Mich. 
SALES OFFICES: Anderson (Ind.) * Baltimore * Beloit (Wisc.) * Boston 
Bridgeport * Chicago * Cleveland * Dayton * Detroit * Grand 
Rapids ° los Angeles ° Lovisville * Matawan * Milwaukee 
New York © Philadelphia °¢ Pittsburgh °* Plainfield © Rochester 
St. Louis ° San Francisco ° Springfield (Mass.) ° Utica 
Wallingford (Conn.) 
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ONE SOURCE—ONE RESPONSIBILITY... what- 
ever your buffing problem, rely on the new, 
expanded H-VW-M line to fill al/ your buff- 
ing and polishing compound requirements. 


Water Dispersible 
Automatic Shapes & Sizes 














H-VW-M 
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Designed for 


Nietal Finishing 


Operations 


FIGS. 4001, 4011, 4021 
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It takes properly built pumps to handle the concentrated, 
highly corrosive chemicals used in today’s plating, coating 
and pickling operations. Special pumps are costly. Most 
standard pumps are unfit for the service. 


The problem is met by the Deming End Suction Centrifugal 
Pump illustrated. Optional features make it easy to adapt 
this standard pump to special conditions at lower initial cost 
than special pumps and with comparable low operating and 
maintenance costs. It all adds up to real savings for YOU! 


The separate 4-piece liquid end of this Deming Pump can 
be furnished in corrosion-resistant metals with the power end 
remaining standard construction. A full range of sizes and 
capacities is available to meet most requirements. 


Send for Illustrated Bulletin No. 4011 





THE DEMING COMPANY 
567 Broadway, Salem, Ohio 


Please send free copy of Bulletin 4011 
and name of nearest Deming Distributor. 


Name 





Company 





City. Zone State 
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Distilled Water Heater 
Barnstead Still & Sterilizer Co.., 
Dept. MF, 129 Lanesville Terrace, 
Forest Hills, Boston 31, Mass. 





Company engineers announce a new 
aid for laboratories that require hot 
distilled water. This new product 
keeps hot distilled water on tap for 
instant use. The water is maintained 
automatically at any predetermined 
temperature by means of an adjustable 
thermostat. This heater not only saves 
time and bother of heating in beakers 
but also maintains the desired tem- 
perature level. 

Tank is constructed of tinned cop- 
per and has removable cover. Exterior 
finish is satin nickel plate. The heater 
has a 1'% gallon capacity. 

A pilot light shows when current is 
on. Dial type thermometer 30 to 340 
F. Supplied with cord and_ switch. 
Heating unit 650 watts. Available for 
110 or 220 volts. 


Acid Resistant Work Clothes 


Worklon, Inc., Dept. MF, 253 West 
28th St., New York, N. Y. 


A new and finer Dynel weave, spe- 
cially perfected to meet the punishing 
requirements of modern industry, has 
been developed and made available 
in a complete new line of industrial 
apparel, 

The newly designed Dynel weave. a 
company exclusive, is exceptionally 
resistant to acids and caustics; and 
has been proved to outlast wool and 
cotton by as much as 22 to 1 under 
specific chemical conditions, accord- 
ing to claims. In addition, work clothes 
of this new fabric present a far neater, 
handsomer appearance. The pleasing 
grey color actually serves to “camou- 
flage” dirt—requires less laundering. 
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Portable Mixed-Bed 
Demineralizer 


The Permutit Co., Dept. MF, 330 
West 42nd St., New York 36, N. Y. 


For the production of small quan- 
tities of pure water, a compact, port- 
able unit, the Model MBD-6A de- 
mineralizer contains a bed consisting 
of an intimate mixture of Permutit Q, 
a cation exchanger and Permutit 5, a 
highly-basic anion exchanger, and it 
is used to produce a water of low total 
dissolved solids, low COs, low silica 
content and low conductivity. 

In service, the inlet hose is con- 
nected to a raw water supply and the 
outlet connected either into a_ pipe 
line or left free to be put into any 
container where water is required. The 
faucet, to which the raw water inlet 
adapter is fastened, should be used to 
regulate the flow through the unit. 
Flow rate is 1 to 2 gpm. maximum. 

A conductivity meter (not shown) 
is used to indicate the dissolved solids 
content of the effluent water and will 
thus show when regeneration of the 
exchange resins or a new refill is re- 
quired. The unit has a capacity of 
approximately 1,500 grains total dis- 
solved solids. During each cycle or 
run, it is capable of demineralizing 250 
gallons of raw water containing 100 
ppm total electrolytes; or 125 gallons 
of raw water containing 200 ppm total 
electrolytes. When the unit is ex-haust- 
ed, the resins may be removed, dis- 
carded and replaced with a new refill. 
However, the resins can be_ regen- 
erated, and re-used. 

The conductivity meter is provided 
with a 4 ft. length of electric wire for 
attaching the meter to a conductivity 
cell, and a 6 ft. length of wire leading 
to a convenient outlet for current sup- 
ply. A standard 110 volt, 60 cycle 
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Cut anode costs more than '/2! 


For a given length of anode rod you may, for example, 
buy three 22-inch, 3-rib conventional extruded lead anodes. 
*Price would probably be about $5.60 each. Total: $16.80. 
These anodes would last you about 9 months in normal service. 


Cost per month: $1.87. 


For the same length of anode rod you would need two 
22-inch Conducta-Core anodes at about $17.50 each. *Total: $35.00. 
BUT the Conducta-Core anodes will last you 3% years! 


Cost per month: $.83! 


The answer is the unique design. The challenge 


is to see for yourself. Try Conducta-Core now. 


*These prices are approximate. They vary with market conditions 
but since both are dependent upon the price of the base metals of which 


they are made, the relation between them remains much the same. 





Photo courtesy U.S. Metals Coatings Co.. 


Federated Metals Division 


AMERICAN SMELTING AND REFINING COMPANY 
120 BROADWAY, NEW YORK 5, N. Y. 
In Canada: Federated Metals Canada, Ltd., Toronto and Montreal 


Aluminum, Magnesium, Babbitts, Brass, Bronze, Anodes, Zinc Dust, 
Die Casting Metals, Lead and Lead Products, Solders, Type Metals 


Inc., Elizabeth. N.J. 
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MODEL OP2 


NOTE THESE FEATURES .. . 


1. Unobstructed tank walls. Condensing 
coil and condensate pan are re- 
cessed providing superior vapor 
control, effective solvent reclama- 
tion and unobstructed working 
area. 

2. Demand type water control. Insures 
using water only when needed, 
thereby reducing operating cost. 
Placement of nickel plated con- 
densate coils in conjunction with 
new type water control eliminates 
water condensation along the side- 
walls of degreaser, thus, prevent- 
ing rusting of the sidewalls and 
acid solvent, increasing the life of 
the degreaser. 





EQUIPMENT COMPANY 
130 Central Avenue, Clark (Rahway), New Jersey 


PER-SOLV (Perchlorethylene) 


Vapor and Ultrasonic Degreasers * Metal Parts Washers * Dryers * Solvent Recovery Stills 





CIRCO DEGREASERS | 


@ will last 
twice as long! 


@ Reduce solvent 
costs 30% or more! 


@ Cut labor costs! 


@ Up to 40% less 
maintenance! 






3. New pump design. All pump parts 
are fabricated of stainless steel. 
The rotor and end plates are nickel 
clad. Rotating magnetic field drives 
impellor, thus, the pump is com- 
pletely sealed except the intake 
and outlet, preventing leakage. 


4. Lower height. Working height re- 
duced for easy operation. 


5. Built-in storage tank. Holds ade- 
quate reserve for flushing in addi- 
tion to entire contents of degreaser 
sump. 


6. Less floor space. Designed to operate 
from either side. 


OVER 208 STANDARD MODELS... 
including Circosonic ultrasonic de- 
greasers. All backed by nation-wide 
technical field service. 


YOUR INQUIRY BRINGS  compre- 
hensive 32-page vapor degreasing 
manual. 


Offices in principal cities 
CIRCO-SOLV  (Trichlorethylene) 








current supply is required. In normal 
service, the meter may remain con- 
nected to the power supply and cell, 
and operated solely by means of a 
switch on the case. 

It is recommended that one or more 
spare refills be purchased with the 
unit. 


Tank Rod Agitator 


Metal Finishing Mfg. Corp., Dept. 
MF, 89 N. 11th St., Brooklyn 11, N. Y. 


The new Placo Tank Rod Agitator, 
designed for economical and depend- 
able performance, has been introduced 
by the above manufacturer. 

The unit is fully insulated with bake- 
lite arm and insulated rollers. It has 


90 


ball bearing stainless steel shaft rollers, 
ball bearing gear box, V belt drive to 
change speed, and an adjustable stroke 
up to 6”. It is easily mounted, clamps 
on to tank and has telescoping ex- 
tended support. Has 110 volt AC plug 


in line and switch. 


Removable Covers for Rack 
Tumbling 


Rampe Mfg. Co., Dept. MF, 3320 
St. Clair Ave., Cleveland 14, O. 


For parts that require selective 
tumbling the manufacturer has _per- 
fected a new drum with three remov- 
able covers for use on their Super- 
Twin barrel finisher. 


This is an entirely new idea which 
reduces the cost of rack tumbling as 
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well as speeding up the operation. In- 
stead of using a specially built barres 
with built-in rack, the customer can 
buy a standard barrel with three open- 
ings and standard plain covers to 
which he adapts his own racking fix- 
tures. By using extra covers a wide 
variety of parts can be tumbled in 
the same barrel. And, by having ex- 
tra covers ready for a quick change, 
there is practically no lost time, ac- 
cording to the company. The drum 
measures 1034” x 23” in diameter. 
Drums will be sold separate from the 
unit if desired. 


Mold Cleaning Machine 


Electrocleaning, Inc., Dept. MF, 
2441 E. 83rd St., Cleveland 4, Ohio. 


A new automatic electrolytic clean- 
ing process is claimed to remove no 
metal from the glass mold while clean- 
ing it. 

In this cathodic cleaning operation, 
molds are placed in insulated steel 
boxes that are fitted with special plat- 
inum anodes. A high degree of cur- 
rent distribution, which effects a 
thorough gaseous scrubbing of the 
mold’s surface, is produced by the 
anode fixture and accomplished via a 
special hook-up with a rectifier. 

Equipment for the process includes 
a full- automatic elevator-type con- 
veyor, six treatment tanks, and selen- 
ium rectifiers. 

Residues on the glass molds are 
grease, graphite, sulphur, sulphides, 
and oxides. Dirty molds are placed in 
their individual anode fixtures, which 
are then placed on the carrier arms of 
the automatic conveyor. Molds are (1) 
degreased, (2) solids released, (3) a 
sonic rinse follows, (4) oxides are re- 
leased, (5) another sonic rinse, (6) 
a final finish before being unloaded. 

The company is currently accepting 
sample molds for treatment at its 
Cleveland laboratory and is also pre- 
pared to demonstrate its process in 
glass manufacturing plants. The pro- 
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cess was developed and installed by the 
Hanson Van Winkle Munning Co., 
Matawan, N. J. 


Hard Chromium 


Perfection Industries, Inc., Dept. 
MPF, 8824 Alpine, Detroit 4, Mich. 


A new development in the applica- 
tion of industrial hard chrome, as a 
result of five years of continuous re- 
search, has resulted in a product which 
the above firm calls Superchrome. 

One weakness of ordinary hard 
chrome is its brittleness. The new 
chromium coating is claimed to resist 
chipping and peeling while preserving 
its extreme hardness. Laboratory tests 
have proven that eight thousandths 
thickness of deposit can actually be 
bent double without breaking the bond 
between chrome and steel, according 
to the company. 


Graphite Heat Exchanger 


Falls Industries, Inc., Dept. MF, 
31781 Aurora Road, Solon, O. 


An entirely new concept in impervi- 
ous graphite bundle design is desig- 
nated the Impervite Cross-Bore ex- 
changer. Simplified construction uti- 
lizes a solid bar of graphite measur- 
ing the total bundle diameter. This 
bar is accurately drilled longitudin- 
ally and laterally. This new design 
gives exceptional strength to the bundle 
and permits use of chemically imper- 
vious graphite heat exchangers, even 
where severe mechanical shock is en- 
countered, such as steam-hammer. The 
new exchanger will withstand opera- 
ting pressure in the 150-200 p.s.i. range 
and is especially recommended for 
applications where excessive fouling 
on the shell side is encountered, be- 
cause all passages are easily accessible 
by merely sliding the bundle out of 
the shell. 

This bundle is made from selected 
graphite which is extruded, machined 
then impregnated with special resins. 
It is immune to the attack of all cor- 
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TECH-TIN 


Pure Tin Plate 
in 5 to 60 seconds 
oh Me lislant=te-j(elaMmelal hy 


Mero Poa e (J oLeStieol lle Mili mactoh lire Mela lack Melare 
copper surfaces by immersion at room tempera- 


ture — no electrical current, no expensive equip- 
ment required. Low-cost Tech-Tin quickly provides 
oRe FoloXo ME To) (e(-lalule MEL ace(a-Melale Mlle MN lceli-taitol 
against corrosion. Recommended for parts iden- 
tification, decorative effects, inside coating pipes 
folate Min i0] o{-\ fam) (om ob 4al-11(-1a} MN fo] ait -Telolalolaaliete] Mm oft]] 


finishing. 


HNIC INC. 


Jackson 1-4200 


Send $2.00 or purchase 
order for sample and 


instructions. 


TECHNIC INC., 39 Snow Street, Providence, R. |. 


Send us prepaid sample pound of Tech-Tin with instructions 
for rapid immersion plating. Check (or purchase order 
for $2.00 is enclosed. 


PROVIDENCE } 


RHODE ISLAND 
USA Address 


Company 


Send Attention of 


THE LARGEST ENTERPRISE 


OF 


ITS KIND IN THE WORLD 
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rosives except a very few highly oxi- 
dizing agents, it has a very high rate 
of thermal conductivity, is unaffected 
by thermal shock and will withstand 
temperatures up to 340°F. (Higher 
operating temperatures can be accom- 
modated by using Graph-I-Tite which 
is carbon-impregnated impervious 
graphite, special alloys, copper, alumi- 
peratures up to 5,700°F.) 


Shells are supplied in impervious 
graphite, special alloys, copper, alumi- 
num or can be rubber or lead lined. 


Periodic Reverse Unit 
Metal Fnishing Mfg. Corp., Dept. 
MF, 89 N. 11th St., Brooklyn 11, N. Y. 
The new Placo periodic reverse unit, 
recently introduced, is designed to give 
a quick, bright, smooth surface, less 
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porosity and better metal distribution. 

Constructed for heavy-duty perform- 
ance, the unit assures long life and mil- 
lions of circuit making and breaking 
operations, according to the manufac- 
turer. It features immediate 
build-up, which always starts in plat- 
ing cycle, dependable rapid switching, 
and simple plug-in connection for in- 
stallation to 110 volts, 50/60 cycle 
line. A pilot light shows the flow of 
current. 


current 


The unit’s uniform cycling is self- 
contained with starting switches and 
overload controls. An electronic switch 
permits use of tank for direct cur- 
rent flow for normal plating. Fluctua- 
tions due to external conditions are cut 
to a minimum, and the cycle is adjust- 
able to emphasize any of the features 
of periodic reverse plating. 
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CHECK 


the 
advantages 


of using a “’Sealed-Disc’” Filter 











| 


be impressed too..... 
with these proved performance 
features. 


Models for any size or type installa- 
tion in Stainless Steel, Monel Metal, 
Plain Iron, etc. 


Small, compact — requires excep- 
tionally small floor space coupled 
with remarkable filtering speed and 
volume. 

Completely enclosed and air tight — 
eliminates loss of liquid from drip- 
ping. 

“Sealed-Disc” Filters are complete 
as shown — slurry mixing tanks are 
not needed — filtering powders are 
not generally required. 

Simplicity of design assures savings 
in operating time and labor with 
positive trouble-free performance. 














1002 Bright Street Milldale, Conn. 





Every plater who uses a “Sealed- 
Disc” Filter is impressed with it’s 
positive, trouble-free performance. 


Regardless of the size or type of your plating 
installation, there’s a “Sealed-Disc” Filter “to 
fit your job” — you can depend on these 
proved performance features — you can be 
sure that all dirt, sludge, and even the invis- 
ible impurities are removed from your plat- 
ing solutions. 


“Sealed-Disc” Filters were designed especial- 
ly to meet plating room requirements. They 
are smaller, more compact and portable than 
ordinary Filters, yet they are capable of han- 
dling equal volumes of solutions. Ask your 
regular plating supplier to tell you about the 
“Sealed-Disc” Filter that has helped so many 
platers get better finished plated work with 
savings in time and labor — or write for 
details. 





Other Alsop plating room equipment 


We manufacture a full line of Mixers and 
Agitators covering a complete range of sizes, 
for mixing, blending and dissolving. Stainless 
Steel Mixing Tanks are also available in a 
wide range of capacities. For full details and 
illustrations write for your free catalogue. 

















15 H.P. Seotch Steamboiler 
Eclipse Fuel Engineering Co., Dept. 
MF, 1002 Buchanan St., Rockford, Ill. 


Addition of the new 15 H.P. series 
the above manufacturer’s line of 
automatic steam boiler plants, rang- 
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ing from 12 to 125 H.P., was recently 
announced. The new model is avail- 
able for burning gas only, oil only, or 
gas and light oil. 


Over-all dimensions are: length, 
160”, width, 44”, height, 61”. Design 
and construction equals or exceeds all 
latest requirements of the ASME Code 
and “Code of Ethics” of the Indus- 
trial Gas Equipment Division of 
GAMA. 

Completely assembled, the new 
boiler is ready for immediate opera- 
tion after eelctricity, steam, water, 
fuel, and stack are connected. All 
necessary wiring is complete. Equip- 
ment includes burners, blower, com- 
bustion safeguards, and all necessary 
valves and controls. 


Abrasive Belt Lubricant 


D. A. Stuart Oil Co., Ltd., Dept. 
MF, 2727 So. Troy St., Chicago 23, 
lil. 





Two new polishing oils for use in 
grinding and finishing ferrous and 


non-ferrous metals are called “Ex- 
celene FD” for ferrous metals and 
“Excelene NF” for nonferrous metals. 
The oils are applied to abrasive belts 
to reduce loading, give them longer 
life, and aid in faster grinding and 
improved finishes, They are available 
in 12-ounce pressurized cans, and are 
sprayed on a belt simply by pressing 
the button on the top of the can. 

In field tests, the lubricants contrib- 
uted to production increases of more 
than 100% in some instances, and in 
others belt life was more than doubled, 
the company said. 

The products were tested on stain- 
less steel, hot rolled steel and cold 
rolled steel, as well as aluminum, 
bronze, brass and other metals. 


Automatic Cut-Off Switch 


Hoffman Plating Co., Dept. MF, 
6804 Park Ave., Cleveland, O. 


The new Hoffman automatic cut-off 
plating switch automatically termi- 
nates current flow in barrel plating 
systems after sufficient deposits have 
been made on the parts being plated. 
There are two units that make up the 
control. One is the control box that 
may be mounted near the tank, usu- 
ally on a wall. Having its own elec- 
trodes, it is easily installed in any 
barrel plating system by removing 
the cathode bar and replacing it with 
the control box. The other unit is the 
automatic time switch that may be 
mounted as part of the control box, 
on the tank or anywhere near the 
tank that is convenient to the operator. 

On each control box, there are two 
signal lights, one green, the other red. 
To start the plating cycle, the opera- 
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tor merely pre-sets the plating time 
on the timer switch. The green light 
goes on as the plating cycle begins. 
When the cycle is completed, the red 





light goes on that signals the end 
of the plating cycle and the cut-off 
of the current. Thus, plating time is 
made accurate because error, guessing, 
forgetfulness and confusion have been 
eliminated. 


A test. covering a year of 255 
working days, using cadmium, with 
current at 650 amps. and deposit rate 
at .72 oz. per minute, is stated to 
have proved a savings of 102 hours 
in plating time and a saving of 275 
lbs. of cadmium. With cadmium at 
$1.75 -per lb., the material savings 
alone amounted to $481.25. Produc- 
tion, in this test, went up at least 20%. 


Because the operator can turn the 
current on or off on the tank he is 
working, he can safely remove the 
barrel without danger of arc-started 
hydrogen gas explosions. The switch 
is designed for long life and trouble- 
free performance. It is available for 
immediate delivery in standard models 
having a capacity of 600 amps. and 
voltages from 5 to 15 volts. 


Neoprene Sheet Lining 
Carboline Co., Dept. MF, 331 
Thornton Ave., St. Louis 19, Mo. 


Neoprene No. 750 Sheet Lining is 
a prevulcanized sheet lining claimed 


to show maximum abrasion resistance. . 


protection against acid and _ alkali 
corrosion and economical application. 
Applied in the shop or in the field 
the linings are supplied in rolls 32 to 
34 inches wide in varying lengths. 
Thicknesses are 73”, 14” and +)” 
depending on the service requirements. 

The all-important bonding of the 
sheet to metal surface or to Neoprene 
is accomplished by the use of the 
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| Cut Time! Cut Finishing Costs! | 


with CENTRAL 


; | POLISHING MACHINES | 






FEATURES 


1. Central Push Button Control 
2. Hydraulic Contour Control 


3. Tandem Rolls for faster cutting 
and finishing 


4. Two operations at one work set-up 


Tandem Roll 


ere’s the solution to any polishing problem 
H involving sheets, plates, rods, tubing, extru- 
sions and many small items which may or may 
not require contour control. Tandem rolls provide 
for cut-down and finishing at one work set-up. 


Many pieces such as electric, gas or oil range 
tops with side concave or convex moulding can 
be handled by incorporating auxiliary polishing 
rolls. These machines are rugged steel fabrica- 
tions and powered with motors of ample capac- 
ity. They are electro-hydraulic or hydraulic con- 
trolled from a central operator’s station, simple 
to operate, safe, effective and highly efficient. 


These new Central Machines are — to the best of 
our knowledge — the ultimate in performance, 
economy and low initial cost. Firms operating 
these polishing machines for the past three years 
tell us our H-M Series Machines have paid for 


a 








February, 


5. Stepless adjustable stroke, 2” to 
full capacity 


6. Machines made to any length 


7. Table can be oscillated sidewise 
at the will of the operator. 


Tel. 


6-1500 


themselves in 8 to 12 months’ time. 


Tandem Roll Machine awarded A. !. M. Award of 
Merit for 1954. 


Full information and specifications on request. 
Send us samples or tell us what you want to 
polish. 


Also made in Single Roll Horizontal Series and Double Roll Vertical Series 


CENTRAL MACHINE WORKS 


Worcester 8, Mass. 





| 74 Commercial St. 
| 


company’s Neoprene Adhesive F-1, a 
one package material, which does not 
require the addition of catalysts or 
solvents prior to application. Although 
the adhesive is a non-vulcanizing type 
a type of cure does occur on aging 
even at temperature. The 
strength of the bond continues to im- 
prove with age. 

The sheet lining is used in the 
transportation, storage and handling 
of acids, plating solutions, alkalies 
and various inorganic salt solutions at 
temperatures up to 190°F. When used 
to repair damaged rubber or Neoprene 
linings, or rubber conveyor belts the 
unit can be placed into service one 
hour after repairs. A separate data 
sheet is available describing this ap- 
plication. 


room 
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Safety Goggles 


Welsh Mfg. Co., Dept. MF, 20 
Vagnolia St., Providence, R. I. 


These new rubber mounted, multi 
purpose goggles are designed with 
one piece replaceable heavy 040 lens 
of impact resistant acetate. Special 
lens composition and 060 pre-formed 
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BETTER 
FINISHES & 
COATINGS, 
INC. 


268 Doremus Ave., 
Newark 5, N. J. 


122 East 7th St., 
Los Angeles 14, Calif. 





BFC 








RESP COMTAINER CLOSED 
TOR LR. BET 








lenses are available on request. The 
goggle has replaceable fabric filters; 
or wire screen filters on specification. 
It incorporates wide angle vision with 
comfort, as straps terminals are out 
of line of sight and flexibility of strap 
suspension delivers a better fit. The 
goggle 


splashes, spray, dust concentrations 


protects against chemical 


and foreign particles. 


Emulsion Cleaner-Degreaser 


Kelite Products, Inc., Dept. MF, 
1250 North Main St., Los Angeles 12, 
Cal. 

Kelite MD-1 is a dust-free powder 
composition, freely soluble in water 
and exhibiting high surface activity 
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and great cleaning efficiency in the 
removal of protective mill oil from 
steel, according to the manufacturer. 


It is used as a tank immersion 
cleaner at 160°F. to 180°F. The cycle 
employed is 0.5 to 3.0 minutes depend- 
ing upon the amount and tenacity of 
the soil present. The material is espe- 
cially effective when using the Key- 
kote process to deposit a molybdate 
coating prior to painting. 

The cleaner is strongly buffered 
and, accordingly, exhibits a fairly 
constant pH over a wide range of 
concentration. The product has ex- 
ceptional ability to suspend soil and 
in the concentration 
exhibits good cleaning ability for in- 


recommended 


tervals of one month or more. 
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Vapor Degreaser 
Ramco Equipment Corp., Dept. 
MF, 1373 Lafayette Ave., New York 
SD, N.Y. 





A one-bolt action door. which can 


be opened in as little as five seconds, 
is featured as a time and labor sav- 
ing Ramco vapor 
degreasers, 

This development is claimed to cut 
down considerably the time it takes to 
disconnect steam lines, loosen and re- 
move frozen bolts. A further advan- 
tage of the one-bolt action door is 
that it may be removed repeatedly 
without gasket replacement. 

Additionally, the one-bolt 
door design affords complete drainage, 
while trapping all sludge in an easy- 
to-clean pocket. 


improvement on 


action 


Seal-Less Pumps 


Chempump Corp., Dept. MF, Sta- 
tion C, 1300 East Mermaid Lane, 
Philadelphia 18, Pa. 


Designated the Model CHS series, 
the new 5 and 714 horsepower pumps 
are claimed to offer users leakproof 
pumping at heads to 195 feet and 
capacities to 300 gallons per minute. 

As with other Chempump designs, 
pumped fluid is allowed to enter the 
enclosed rotor chamber, providing 
automatic lubrication of the bearings. 
Rotor and impeller are an integral 
unit and the only moving part. The 
pumps are guaranteed not to leak. 

The Model CHS series is available 
in cast iron, stainless steel, Monel or 
Carpenter-20 construction as_ stand- 
ard. Temperature and pressure limits 
are 450°F. and 150 p.s.i. with stand- 
ard models. Much higher limits are 
possible with special models. 
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Liquid Neoprene Coating 


Emjay Maintenance Engineers, Dept. 
MF, 327 Union Ave., Rutherford, N. J. 


A new ‘self-curing’ liquid Neoprene 
coating with outstanding resistance to 
corrosion has been announced, for use 
in the chemical, plating and other 
process industries as well as in metal 
fabricating plants. 

Palladium®) Liquid 
recommended for the protection of 
new or old equipment and structures, 
whether made of metal, wood or con- 
crete, against splash, fume or spillage 
of non-oxidizing inorganic acids, alka- 
lies, inorganic salts and most polar 
solvents. 


Neoprene is 


It is also effective where chipping 
and abrasion due to rough handling 
make the use of ordinary paints im- 
practical. The rubbery texture and 
high thickness per coat provide ex- 
tended service life and make the coat- 
ing ideal for applications where fre- 
quent repainting has previously been 
a costly maintenance problem. Coat- 
ings are available in black or gray 
and may be applied by brush as well 
as spray. 


Surface Tension Tester 


Pollack Products Co., Dept. MF, 
1628 E, 7th St., Brooklyn 30, N. Y. 


A new, low cost, pocket size sur- 
face tension tester, which has been 
developed and patent-applied-for, pro- 
vides a handy and quick way to take 
accurate measurements under produc- 
tion conditions. 

A Jiffy Loop in the pocket of every 
operator provides a quick constant 
means of checking and maintaining 
the solution in proper balance at all 
times. 

The test is made by immersing the 
clean loop end into the solution. Swish 
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and hard chromium 


VERY SIMPLE TO OPERATE 
VIRTUALLY AUTOMATIC 
READINGS ARE DIRECT 











You can always rely on the 


KOCOUR ELECTRONIC THICKNESS TESTER 


for accurate results .... quickly 


thickness of ... 


copper e« brass « silver 
nickel «© cadmium « zinc 
lead « tin e¢ decorative 


Outstanding features... 


ELIMINATES HUMAN ERROR 
ACCURACY FROM 90 - 95% 
REQUIRES NO GRAPHS OR CHARTS 
ANODIC SOLUTION METHOD 
MINIMUM THICKNESS 5 MILLIONTHS OF AN INCH 


guaranteed satisfaction 


WRITE FOR COMPLETE LITERATURE no cost no obligation 


| KOCOUR COMPANY 


Pioneers in control for the electroplating industry 


| 








4802 S. ST. LOUIS AVE. 
CHICAGO 32, ILLINOIS 























around a few seconds, then slowly 
withdraw vertically. The condition of 
the film indicates the surface tension 
and determines the amount of wetting 
agent in solution. 

The loop is available in several 
standard sizes to cover the complete 
range of surface tension measure- 
ments. Made of easy to keep clean 
polyethylene for a life time of useful 
service. It is effective up to tempera- 
tures of 200 degrees F. 


Multi-Crystal Ultrasonic 
Generator 


General Electric Co., Dept. MF, 
Schenectady 5, N. Y. 

A new high-powered multi-crystal 
ultrasonic generator which will make 
possible the construction of larger and 
more flexible industrial cleaning equip- 
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ment has been announced by the Spe- 
cialty Control Department of the com- 
pany. 

The new generator is larger and 
more powerful, consisting of two sepa- 


rate units. According to company en- 


gineers, this makes it possible to design 
ultrasonic cleaning tanks which can 
take larger parts. or which can be 
used for mass-production, continuous- 
process cleaning of small parts. 

The two units of the new multi-crys- 
tal ultrasonic generator are the power 
oscillator, which is enclosed in a sepa- 
rate cabinet, and the transducer as- 
sembly which contains five quartz vi- 
brating crystals and can be remotely 
located from the oscillator. 

The transducers are hermetically 
sealed so they can be placed directly 
into a tank of solvent. This, with the 
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SS DOUBLE DUTY FILTER 
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New Sel-Rex Annular Type principle doubles filtration 


pouvBl 


DOUBLE VOLUME 





area and volume without increasing size of unit. 


DUAL PURPOSE 


porous stone. 


Efficient low-cost operation with either cloth bag or 


EASY OPERATION and MAINTENANCE 


® Entire filter element secured to tank cover.. 


cleaning. 
e Extra capacity precoat tank. 


. simple inspection and 


e Colored operating valves located at front of unit permits operation 


by unskilled help. 


® Horizontal hose connections eliminates danger of leaks and ruptures. 
e T-valve permits clean changeover from precoat to filtering. 


Sel-Rex Filters available in standard sizes (Portable or Stationary 
models) 175 sq. ft. area. Larger units designed to specifications. 


BART - 


MESSING CORPORATION 





— MF-2, 229 Main Street 


Belleville 9, N. J. 











flexibility achieved with remote loca- 
tion, allows the new generator to be 
easily incorporated into a_ regular 
vapor-degreasing or hot-dip process. 


The equipment is also designed so 
that four transducers may be used 
with a single power oscillator unit, 
bringing vastly increased power to a 
single cleaning installation. 


Acid-Proof Concrete Coating 


The Ceilcote Co., Dept. MF, 4844 
Ridge Road Cleveland, O. 


An improved Ceilcrete “B” surface 
treating material has been extensively 
tested and recommended for 
low-cost protection of concrete from 


is now 


fluorides, hydrofluoric acid and _ hy- 
drofluoric acid solutions. 
96 


A thermosetting plastic base sur- 
facing, the material can be applied to 
trenches, tank bases and other 
concrete structures. A minimum coat- 
ing of 1¢-inch provides a monolithic 


floors, 
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membrane claimed to be impervious 
to solutions hydrofluoric 
The extreme density and stone- 
like hardness of the coating make it 
ideal for a wide variety of applica- 


containing 
acid, 


tions where resistance to abrasion, im- 
pact and constant immersion in acid 
solutions are important. 

The manufacturer further 
states that the material is not confined 
exclusively to 


above 


where 
Rather, it 
can be used in a wide variety 


applications 


hydrofluoric acid is used. 
of in- 
stallations because only a few chemi- 
cals have any marked corrosive effect 


on this improved material. 


Backstand Idler 


Hammond Machinery Builders, Inc., 
Dept. MF, 1600 Douglas Ave., Kala- 


Mich. 


mazoo, 





A new bench model abrasive belt 
backstand, Model 524, is the newest 
addition to the company line, and will 
quickly convert present grinders or 
fast cutting, 
time saving abrasive belt machines. 


polishers into modern, 


The device is designed for produc- 
tion work on light polishing or debur- 
ring operations. Belts up to 4” wide 
can be used. Mounting bracket for 
or wall mounting is available 
to facilitate easy installation. Exten- 
sion controls for tracking and tension- 
ing can be furnished so adjustments 
can be made at the operator’s working 
position. 


floor 


Wet-Type Dust and Fume 
Collectors 


Van-Truer Co., Inc., Dept. MF, 
12600 Beech Road, Detroit 23, Mich. 


A wet-type dust and fume collector, 
based on a new operating principle, 
consists of a cylindrical drum with a 
series of cones and baffles. Water, sup- 
plied by a direct driven pump, cas- 
cades downward within the collector. 


February, 1955 

















Thi 


ly 
whi 
its 
mol 
con 
abo 
doc 
for 
cha 
I 
lect 
are 
the 
the 
wa: 
rat 


the 

















This action produces a series of close- 
ly related water curtains through 
which the dust-laden air is filtered in 
its upward travel. A double row of 
moisture fabricated in 
convenient handling size, are mounted 
above the washing chamber. Access 


eliminators, 


doors are provided in the housing 
for inspection of eliminators and wash 
chamber. 

In the operation of this dust col- 
lector, the dust and fume laden air 
are in continuous fluid contact during 
the upward flow. It is claimed that 
the baffle design sets up a cyclonic 
washing action and turbulence, sepa- 
rating the wet dust and carrying it to 
the sludge tank below. Saturated air 

















continues up through two-stage mois- 
ture eliminator and emerges 
pletely dry. 

The design of the Van-Truer dust 
and fume collector incorporates a flat 
bottom which serves as a settling tank 
from which the water is recirculated. 
A chute type of clean-out is provided 
for easy hand clean-out. 

It is stated that this dust collector 
is also made with a flight conveyor 
for the purpose of ejecting sludge into 
a container. The dust collector models 
are engineered for truss-suspension, 
floor-setting, or erection on roofs. 


com- 


Conveyorized Belt Polisher 


Curtis Machine Corp., Dept. MF, ° 


Jamestown, N. Y. 


The manufacturer has announced 
the production of a small conveyor- 
ized all purpose grinding, polishing, 
and deburring machine. The bench 
type, abrasive belt machine, Model 
304C, can handle all types of material 
and provides high production possi- 
bilities at low equipment cost. 


AT 
WYANDOTTE 
CHEMICAL CO’s. 


Modern research 
laboratories 
METALWASH Spray 
Washer is controlled 
by POWERS No. 11 
Temperature 
Regulators 











SIMPLICITY of 4S 


No. 11 Self-Operating Regulators, plus their years of 
reliable control plus availability of SERVICE, in 60 
Cities, if required,—are reasons why equipment manu- 
facturers like to use POWERS No. 11 regulators 
shown above. Bulletin 329 describes their many points 
of superiority. Write for a copy. (c5) 


THE POWERS REGULATOR CO. 


Skokie, Ill. ¢ Offices in 60 Cities ¢ See your phone book 


Over 60 Years of Automatic Temperature and Humidity Control 


| THE POWERS REGULATOR CO. OF CANADA LTD. 


| Toronto, P. O. Box 182 Weston . Offices in Chief Cities 














The drive motor for the conveyor 
belt of the 304C is an infinitely vari- 


motor, permitting complete flexibility 
for various types of work. The drive 
motor for the spring tensioned coated 
abrasive belt is one and one-half HP 
and drives at 3,600 R.P.M. The 4 inch 
wide, 54 inch belt can be changed and 
tracked in a few seconds. A hand 
wheel at the front of the machine 
adjusts the grinding head for varia- 
tions in stock thickness and regulates 
the grind pressure. 

Multiple grinding heads for rough 
to finish grinding operations can be 
provided at a low additional cost. 
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able speed, 3 to 1 ratio, one-third HP. 
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Now... get more for your anode dollar: 


NEW ANACONDA 


“PLUS-4” 


ANODES — 


(PHOSPHORIZED COPPER) 


Freedom from anode sludge—no 
+ ] “bagging” or diaphragms 
required. 


Exceptionally smooth, 
+ 3 heavy cathode deposits. 


10% to 15% more cathode 


a 4 deposits per pound of 


anode. 


It has been discovered that carefully 
controlled amounts of phosphorus, to- 
gether with minute amounts of other 
elements in electrolytic copper, make 
anodes of vastly superior quality for 
acid plating. ANAconpDA “PLUS-4” 
Anodes are available in all the stand- 
ard sizes and forms at no increase in 


ANACONDA 


“PLUS-4” ANODES 


made by THE AMERICAN BRASS COMPANY 





cost over ordinary anodes. Look for 
the stamp “PLUS-4” on the anodes | 
you buy. 

We'll be glad to supply additional 
information, in detail, without obk- 
gation. Just write to: The American 
Brass Company, Waterbury 20, Conn. 


*For use under Patent No. 2,689,216 54160 








Hardness Tester 


Webster Instruments, Inc., Dept. 
MF, 11856 Mississippi Ave., Los Ange- 
les 25, Cal. 

Model 


tester which tests soft materials, even 


The new BB-75 hardness 
electrodeposited copper in the Rock- 
well E20 to E100 range, was developed 
to meet the need of the phonograph 
record industry for a quick, easy, and 
accurate method of testing the hard- 
ness of electro-deposited copper, and 
copper in the low hardness range. 
However, construction of the tester 
permits the user to test other common 
materials comparable in softness to 
fully annealed copper. 

The new device features one-hand 
operation, a round anvil which permits 
testing of round, square, irregular and 
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, 


tubular shapes within its 1,” capacity, 


extremely simple oneration and rugged 


construction. It is easy to use and re- 
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quires no special skill or training. 
Accuracy of readings is not depend- 
ent upon the operator’s skill. The test 
is made by simply placing the material 
being tested between the anvil and 
housing. and applying pressure to the 
handles until the housing contacts the 
material. Degree of hardness is then 
read from the dial indicator. This 
reading can be correlated by means 
of a graph to a Rockwell E hardness 


scale. 


Corrosion Resistant Paint 


Speco, Inc., Dept. MF, 7308 Asso- 
ciate Ave., Cleveland 9, O. 





An improved type of Chem-Rem, 
acid and alkali resistant black paint 
is said to have substantially greater 
covering capacity than ils predecessor 
material. This is reputed to make pos- 
sible effective one coat coverage, in- 
stead of the multi-coat process previ- 
ously recommended. Greater water re- 
pellence and added luster through the 
inclusion of silicone in the paint 
formula, are other features claimed. 

The paint is recommended for both 
interior and exterior use on metal, 
masonry or wood. It withstands at- 
tacks of acetic and hydrochloric acids, 
dilute sulphuric acid, or mixtures of 
these acids. It is particularly recom- 
mended for locations where smoke 
and chemical fumes are prevalent. 

The paint can be applied by brush, 
spray or dip. Its glossy black finish 
dries to the touch in 3 hours and sets 
in 10 hours. It is intended for use 
as a finish coat and will bleed through 
other paints. 

The coating is also said to be im- 
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pervious to moisture, elastic and un- 
affected by temperature changes. The 
manufacturer advises that it has high 
resistance to oil or oil fumes. 


Abrasive Blasting 


Vacu-Blast Co., Inc., Dept. MF, 


Belmont, Cal. 


The new Vacu-Blast Utility Model 
is an intermediate sized machine, with 
faster cleaning rates than the Vacu- 
Blast, Junior, and yet moderately 
priced. Advantages over regular open 
blast cleaning are: no flying dust, re- 
uses abrasive (steel grit) and is com- 
pletely portable. 





Prices are: $1,650-$1.975, depend- 
ing on size of pressure tank. A free 
demonstration will be given by com- 
pany 
on request, providing customer has 


representative in major cities 
100 cu. ft. of air per min. available. 


Die-Cut Pressure-Sensitive Tapes 


Printed Cellophane Tape Co., Dept. 


MF, 521 No. La Brea Ave., Los Ange- 
les 36, Cal. 
Die-cut _ pressure-sensitive —_ tapes 


have been developed to precisely mask 
out unusual shapes or to protect holes 
and apertures during manufacturing 
operations. Precision cut to the cus- 
tom made specifications of each mask- 
masks assure 
sharp-line masking during painting, 
plating, buffing, polishing, stenciling, 
and sand-blasting. Die-cut masks are 


ing job, these handy 


supplied in rolls and are mounted on 
a “quick release” paper backing for 
fast application. 
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There must be a reason! Sales of 
SPEEDIE Satin Finish are go- 
| ing up, Up, UP! ... by the pro- 
| verbial leaps and bounds. What’s 
| the reason? SPEEDIE Satin 
| Finish really sticks to the wheel 
| — giving a finish that is un- 
| watched. Here’s one way to save 
;} «money on your greaseless ... 
| and you'll lite to use SPEEDIE 
| Satin Finish — because it is 
| colored red, enabling the buffer 
to know at all times how much 
compound he has on his wheel 
... a second SPEEDIE method 
of saving you dollars. 





Start the New Year Right! 


ar 


7033 Vine Street 
GX] 0) (-Mrelelela-tt 4am -l0ral 49) cole) 





Finish is 
available in all size grits, from 
No. 80 for polishing, through No. 
100 for the finest finish. Here is a 
uniform product well worth in- 
vestigating. 


SPEEDIE Satin 


Write today for samples of 
SPEEDIE Satin Finish, advising 
grit size and number of tubes 
required. And inquire about the 
complete line of efficient and 
economical SPEEDIE Buffing & 
Polishing Compositions. 


Polishing Room Supplies and Equipment 


THE BUCKEYE PRODUCTS CO. 


Cincinnati 16, Ohio 








Also available as a stock item are 
die-cut circles “Flash-off”’ 
masks, overlapping each other slightly 
on the roll, several at a time may be 


known as 


removed. Stock diameters range from 
14” circles to 11%” circles. 


Sizes from 20” x 40” down can be 
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{urnished in irregular shapes or sizes 
to meet specifications, 


indicating Temperature Control 


Burlington Instrument Co.., 


VF, 16 River Road, Chatham, N. J. 


The new indicating temperature con- 
trol Model LD-1S is an entirely new 
idea in indicating instruments. De- 
signed for both laboratory and _ in- 
dustrial use, it combines an independ- 
ent dial thermometer with a differ- 
ential expansion type temperature con- 
trol, 


Several adjustable temperature 
offered, including 150- 
790°F. Control is obtained by the 


differential expansion of two concen- 


ranges are 


tric tubes actuating a snap-acting 
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In deciding upon the brand of Chromic Acid to 
use, successful platers consider three factors: 


1 — Purity of the product as indicated by the 
assay and maximum limits of impurities. 


2 — Experience and technical competence of the 


producer. 


3 — Reliability of the manufacturer as demon- 
strated during periods of shortage. 


More Mutual Chromic Acid is used than any 
other brand because the metal finishing industry 
has found Mutual’s record to be outstanding on 


all three counts. 


CHROMIC ACID - SODIUM BICHROMATE 
POTASSIUM BICHROMATE 


NEW YORK 16, N. Y. 
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switch through a lever. Switch is rated 
ai 15 amp, 125-250 volts, a.c. Operat- 
ing differentials are from + | to 4°F, 
depending on conditions. 

This control is for local mounting 
and may be furnished with flange or 
threaded fittings. Tube is of brass or 
stainless steel, 54” O.D. x 14” long. 
Instrument head measures 5” x 134” 
x 214”, exclusive of knob and. ther- 
mometer dial. 


Permanent Cartridge 
Demineralizer 


Enley Products, Inc., Dept. MF, 
1236 Broadway, Brooklyn 21, N. Y. 
The Perma-Demon is the only water 
demineralizer of its size which does 
not require cartridge replacement 


according to the above manufacturer. 
Therefore, it performs with the same 
economy as any larger size permanent 
cartridge type demineralizer, and the 
initial cost is extremely low. 

The demineralizer consists of: 

1. Cartridge of clear unbreakable 
tubular plastic with removable top 
cover for simplicity and attractiveness. 
packed with built-in porous stone filter 
and fiberglas screen. 

2. Inlet and outlet connectors with 
rubber hosing. 

3. Aluminum bracket for attach- 
ment to wall near tap. 

The ion-exchange material can be 
easily removed and the device refilled 
with fresh material. 


Self-Contained Blast Unit 


The W. W. Sly Mfg. Co., Dept. MF, 
4700 Train Ave., Cleveland, O. 


Combining a blast cabinet and dust 
collector in minimum space. the new 
Blast-Filter Combo is claimed to offer 
advantages never before obtainable 
in cleaning small metal parts (both 
ferrous and non-ferrous). It can be 
adapted also to soft grit blasting. 

Designed to fit against a wall or in 
a corner, the unit occupies a mini- 
mum of floor area, is only 2’ 6” deep 
by 3’ 3” wide with the blast cabinet 
chamber of the same depth and width 
by 26” high. The height of the work 
area has been planned for greatest 
efficiency. The unit is easily accessible 
from two sides. The easy-lift overhead 
door requires no additional space. 
Automatic spring assures positive ac- 
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tion. Operation is simple and easy by 
a spring treadle—a slight pressure of 
the foot starts it; 
it. 


lifting of foot stops 


The unit has an integral suction 
cloth-type dust collector. The illustra- 
tion (with inspection door removed) 
shows the filter and access, 
An outstanding feature is filter clean- 
ing of air before 


its easy 


reaching the fan 
thereby protecting the fan from wear. 
The dust hopper is available by merely 
unfastening five wing nuts. 


Quartz Thermostat 


N. J. Thermex Co., Inc., Dept. MF, 
533 Bergen St., Harrison, N. J. 


A new quartz thermostat, immune 
to chemical. attack but extremely sens- 
itive to temperature, of an 
outer chemically resistant quartz tube 
and a contained liquid which actuates 
the contact mechanism by 
and contraction 
perature changes. 

These quartz thermostats provide 
high capacity and are ideal when 
space is limited. Their rating is 5,000 
watts at 120-240 Operating 
temperature range may be adjusted 
by a dial. The thermostat tube can be 
supplied in lengths from 6” to 36”. 

The present price range of these 
units is from $22.00 to $26.00 de- 
pending on the style. 


consists 


expansion 


resulting from tem- 


volts. 


Alkaline Powder for Rust, Scale, 
Paint Removal 


Kelite Products, Inc., Dept. MF, 
1250 N. Main St., Los Angeles 12, Cal. 


Kelite Process 235 is a dry powder 


which, in water solution, removes hard 
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... USE 


N plastisol Unichrome Coating 218X 
you get genuine quality which 
quickly shows up on the job. It with- 
stands all plating, anodizing and 
cleaning cycles — even those with 
vapor degreasing cycles. This keeps 
coating costs at bedrock, simplifies 
racking. Coating 218X won’t contam- 
inate even the “fussiest” of plating 
solutions — thereby avoiding future 
trouble and costly downtime. 


This resilient coating doesn’t chip, 
crack, blister. It rinses freely, cuts 





Trade Mork 


Products of UNITED CHROMIUM, INCORPORATED 


100 East 42nd St., New York 17,N.Y. ©@ 


Be sure of rack coating 


veo a> Ww 
NY QUALITY 


Detroit 20, Mich. °@ 
In Canada: United Chromium Limited, Toronto 1, Ont. 


PL” 


that saves you work oni money 
SS COATING 218X 


dragout, minimizes drag-in. Little 
wonder that Coating 218X is used so 
widely by cost-conscious platers. 


Remember, Coating 218X is pro- 
duced by United Chromium .. . the 
only company that has: (1) Devel- 
oped plating processes; (2) Given 
service on plating problems; (3) Ten 
years experience in formulating 
highly corrosion-resistant plastisols 

. and therefore knows what quality 
a rack coating needs for most eco- 
nomical plating service. 


COATINGS for METALS 


Waterbury 20,Conn. © Chicago 4, tll. 





water scale, rust, and paint from fer- 
rous metals. At a concentration of 
3 lbs. per gal. of water at temperatures 
of 180-212°, the process is claimed 
to assure virtually complete removal 
of rust in 30-40 minutes. No current 
is used and the material is non-acid. 
In fact, the pH is exceptionally high 
yet the material is safe on all ferrous 
metals and the rate of attack on copper 
is low. Lead, zine, 
subject to deleterious attack. 


and aluminum are 


Plating Barrels 


Claims made in a Recent Develop- 
ment item on a plating barrel, which 
appeared in the July 1954 issue, were 
those of the manufacturer and not the 
opinion of this publication. This policy 
applies with regard to all items re- 
ported in this section each month. 


9&5 


Graphite Heat Exchanger 


Carl Buck & Associates, Dept. MF, 
Essex Fells, N. J. 


Illustrated is a Camac Karbate 


bayonet heat exchanger of improved 


design. Heavy flanges have been elim- 
inated, which minimize the area re- 
quired for installation. Condensate is 
removed by a small internal steel pipe 
riser and the joint between header and 


{ 
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Karbate tube is heavily fiberglass re- 
inforced for greater strength. 

The bayonets have an excellent rate 
of heat transfer hence units have large 
capacity in relation to size. They can 
be used for either cooling or heating 
or alternately for both, since the ma- 
terial is not affected by thermal shock. 

Units can be provided in any length 
up to 6’ and are shipped from stock. 
Improved design makes lower prices 
possible. 

Data including capacity 
nomographs are available upon re- 
quest from the manufacturer. 


sheets 








BUSINESS IT 





Kocour Appoints New 
Michigan Representative 

The Kocour Company of Chicago, 
buffing, and 
polishing compositions, rectifiers, ana- 


Ill., manufacturers of 


lyticai sets and instruments, and dis- 
tributors of Roberts Rouge Company’s 
greaseless and finishing compounds, 
announces the appointment of a new 














Norman K. Meyers 


sales representative, Norman K. 
Meyers, in the state of Michigan. 
Meyers will operate from his home 
at 2140 Brickley, Ferndale, Mich. and 
will service the area within 150 miles 
of Detroit. He is well prepared to 
service this area with a background 
of nine years of diversified plating and 
metal finishing experience. He has 
served in such capacities as chemist, 





process engineer, production 
visor, research and the sale of buffing 


super- 


composition with prominent firms in 
the industry. 


Comceo, Inc. New Name of 
Connecticut Metalcraft, Inc. 


Enthone, Inc., manufacturers of 
chemical products for metal finishing 
has announced a change in the name 
of its division formerly known as 
Conn. Metalcraft, Inc. The new name 
will be Comco, Inc. This corporation 
has been engaged in the design and 
manufacture of plating racks, fixtures, 
filters, plastic tanks, ventilating ducts 
and in the sale of general equipment 
for the electroplating industry. Comco, 
Inc., is located at 442 Elm St., New 
Haven, Conn. 


Technic Opens Chicago Office 


For the convenience of electroplat- 
ers of precious metals in the Midwest, 
Technic Inc. has opened an office at 
7001 North Clark St., Chicago 26, Ill. 
Growing use of electroplated precious 
metals for industrial, scientific and 
decorative applications prompted the 
step, according to company officials, 

















For all lead linings-- 
extra heavy welds 


THAT'S the way to add long-life utility value 
to lead lined tanks. Start with a Stortswelded 
tank, properly designed for the purpose and 
expertly welded. Then have the linings in- 
stalled in the Storts lead shop, where custom 
jobs in lead linings are a specialty. 





Manufacturers of Welded Fabrications to Specification 





38 Stone Street 
MERIDEN, CONN. 





Michigan. 





They’re looking over the new “automation concept” 
Stevens Stevadoer which will be announced soon. 
Plan now to see this great new addition to the 
complete Stevens line of automatic metal finishing 
equipment. Frederic B. Stevens, Inc., Detroit 16, 
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ATCH BRUSHES 


SINCE 1856 





For PLATERS, SILVERSMITHS, JEWELRY MFGRS., makers of 
Watches, Clocks and Electronics and other metal finishers. 
Supplied in straight or crimped brass, steel, nickel silver or 
stainless steel wire in sizes .0025 - .006 and in bristle, fibre or 
Nylon. Special sizes and shapes to order. 


Write (Dep't. M) on your letterhead for catalog and price list. 


DIXON & RIPPEL, INC. KINGSTON, N. Y. 
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to provide prompt on-the-spot service 
in Chicago and surrounding areas. 
Informative technical data sheets 
giving complete facts about each of 
the company’s products are available 
on request from either the new Chi- 
cago office or at 39 Snow St., Provi- 


dence 1, R. I. 
Gillett Joins Merit Products 


Merit Products, Inc., announces the 
appointment of William G. Gillett as 
works manager of the Culver City 
plant in California. Gillett will super- 
vise production of Sand-O-Flex con- 
tour sanders and Grind-O-Flex flexi- 
ble grinding wheels. He comes to the 
firm from Ferguson Overhead Doors, 
Los Angeles where he was superin- 
tendent of operations. Previously he 
was with Kimball Industrial Elevators. 
Gillett received his training at Ford 
Motor Trade School in Detroit. 


Heil Celebrates 25th Anniversary 


This huge cake commemorating the 
25th anniversary of Heil Process 
Equipment Corp., Cleveland, Ohio, is 
being cut by Carl E. Heil, president 





and founder, in the presence of the 


company’s many employees and guests. 

Mr. Heil paid tribute to his em- 
ployees and customers for the progress 
the company has made during the 
past quarter century, and was vigor- 
ously confident of the future by em- 
phasizing the great advancements that 
science and_ technological develop- 
ments are unfolding daily to better 
serve the needs of America’s industry 
and its people. 


Electro-Glo Appoints LaSalco 


John Jumer, president of Flectro- 
Glo Co., Chicago has announced the 
appointment of LaSalco, Inc., St. 
Louis manufacturer of equipment for 
the electroplating and polishing field, 
as a distributor for Electro-Glo elec- 
effective 


tropolishing concentrates 


January Ist. 
J. S. Hubbard-C. J. Martin New 


Wyandotte Chemicals District 
Sales Managers 


Hubbard, Boston, and 


Charles J. Martin, Buffalo, are newly 


James S., 


appointed sales managers of Wyan- 
dotte Chemicals Corp. district offices. 
Both appointments were effective Jan- 
uary 2, as announced by Fred Tholen, 
sales manager of the J. B. Ford Divi- 


sion. 


Mr. Hubbard, a native of Richmond, 
Virginia, has represented the company 
as a salesman for 6 years. His previous 
business connections were General 
Motors, Atlantic Coast Line Railroad 
and two well known Wyandotte Chem- 
icals jobbers, Virginia-Carolina Laun- 
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BEAM-KNODEL CO. 


Metropolitan Distributors 
HANSON-VAN WINKLE-MUNNING CO. 





Complete Service for Metal Finishing 


Products Listed Below Available in New York 
Stock With Reasonable Exceptions 


GENERATORS 
Anodes, All Kinds Tallow Nickel Salts 
Brushes Rouge — 
Buffs Emery Paste ' 
Chemicals Cleaners Tanks, All Kinds 
— Plating Barrels 

Tripoli Comp. Emery Polishing Wheels 
Acme White Finish Glue Polishing Lathes 


195 LAFAYETTE ST., COR. BROOME 
Phone CAnal 6-3956-7 NEW YORK 12, N. Y. 


FILTERS 
MAIZO LEA Buffing 
Drying & Polishing 
Materials PRODUCTS 














Measures Current Density 
at the 


Plating Surface 


Instantly shows where you are 
plating too fast or too slow. 
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Yes—the BELKE-KOTZ Meter eliminates guesswork—delays— 
spoilage — and tedious measurements. Shows instantly current 
density at three selected locations on the article—with the article 
in any position. 

NO FIGURING. Meter shows amperes per square foot — 
affords direct comparison with current density table for the 
solution you are using. Eliminates trial and error. Enables you 
to plate to specifications at lowest cost. 

Ask your BELKE Service Engineer or write — 


MFG. CO., 947 N. Cicero Ave., Chicago 51, Ill. 
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J. S. Hubbard 


dry Supply and Sterling Supply of 
Philadelphia. 

Mr. Martin, a native of New York 
City, has represented the company in 
that area for over 6 years. He has 
studied at New York Business Insti- 
tute, served 5 years in the U. S. Coast 
Guard, has worked for an auto-truck 
body manufacturer and assisted in the 
merchandising and erecting of some of 
the first all-steel homes. 





C. J. Martin 


Both Mr. Hubbard and Mr. Martin 
have thorough and practical field ex- 
perience in the many different indus- 
tries served by the firm’s cleaning, 
washing. germicidal, metal cleaning 
and absorbent products. Both new 
managers have recently been given in- 
tensive refresher training at the chemi- 
cals research and technical service lab- 


cratories. 





Graver Opens New District Office 


H. T. Sulcer, vice president and 
general manager of Graver Water Con- 
ditioning Co. announces the opening of 
a new Texas District Office at 5343 
McCormick St., Houston, Tex. This 
district office will be managed by 
James J. Hanratty and will serve all 
of New Mexico and Texas except the 
northern part of the Panhandle. 

Mr. Hanratty has been with the com- 
pany for many years and is very well 
versed in all phases of industrial and 
municipal water treatment and indus- 
trial waste treatment. He holds both 
a chemical engineering and a business 
administration degree. 


Roberts Rouge to Service 
Electronic Thickness 
Tester for Kocour 


The Kocour Company of Chicago, 
Ill., has just announced new service 
facilities for their Electronic Thick- 
ness Tester for users of this instru- 
ment in Northeastern United States. 
The Roberts Rouge Company of Strat- 
ford. Conn., will now service all test- 
ers in the following states: 


Maine. New Hampshire. Vermont, 














with 





Insure successful, economical, 
uninterrupted 


ZING PLATIN 


by purifying cyanide zinc plating solutions 





No Other Purification Treatment Required. 


Simplifies Zinc Plating Procedure. 
Substantially Reduces Overall Plating Costs. 
WRITE - PHONE - WIRE 


Ssephur Producls Co. /nc. 


228 McKeon Way 
Greensburg, Pa 











FASTER, BETTER 


FINISHING 
WITH 


HARRISON’S 
NEW 


BUFFING 


POLISHING 
COMPOUNDS 


You send us sample of metal used. We will return 
finished sample together with compound for your 
specific requirements. Speed up productions with 
correct compositions. 


HARRISON & COMPANY, INC. 
HAVERHILL, MASSACHUSETTS 





AND 
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Massachusetts, Connecticut, Delaware, 
Rhode Island, New York, Maryland, 
Virginia, New Jersey, Pennsylvania, 
(east of the Susquehanna River). 

Personnel have been thoroughly 
trained and properly equipped. Parts 
and test solutions will be stocked in 
Stratford and available to customers 
in this area. 

This new arrangement will not only 
make service more readily available, 
it will also reduce transportation costs. 


Barker Bros. Appoints 
Representative 


Barker 


appointment of Ben F. 


announce the 
Leckron of 
Indianapolis as their buff and polish- 
ing wheel sales representative for the Ben 
state of Indiana. 


Bros., Ince.. 


it his policy to give as much help as 


Situated in the center of the state. 
Mr. 


position to service the entire state in 


Leckron will be in an excellent 
a prompt and efficient manner. 

Ben last 
nine years servicing the finishing in- 
dustry and has concentrated his efforts 
on buffs. He is familiar with buffing 
and polishing methods and has made 


Leckron has spent the 


systems and 


F. Leckron 


is possible to the accounts he calls on. 
Prior to entering the metal finishing 
field. he had spent two years in me- 
chanical engineering. 


Deming Appoints Clunan 


The Deming Company, Salem, Ohio, 
manufacturers of 
industrial 





R. T. Clunan 


Clunan as district 


Mid-Atlantic 


appointed R. T. 
representative in the 
States. 

Clunan joined the company in 1942. 
He worked in various departments in 
the factory for five years and served 
three years in the U. S. Navy during 


World War II. He is well versed in 


commercial water the mechanics. selection and perform- 
pumps, has ance ratings of all company products. 





-M 
A maynelic thickness lesler .. 


POCKET HANDI-GAGE 


FOR ELECTRODEPOSITED, HOT DIPPED 
OR PAINTED COATINGS ON STEEL 


Tests thicknesses from 0.0001 to 0.015 inch. Each 
individual gage is separately calibrated to Nationa! 
Bureau of Standards thickness plates, resulting in an 
accuracy to 10% for thicknesses over 0.0002 inch. 
As simple to use as an automobile tire gage, the 
Pocket Handi-Gage may be used on the production 
line or in the lab. It’s perfect as a “Go, No-Go” 
thickness gage at the plating tank or spray booth. 


NO BIGGER THAN A FOUNTAIN 
PEN, BUT WHAT A JOB IT DOES! 


Tests brass, cadmium, copper, lead, 
nickel, silver, tin, zinc, lead-tin and 
zine-tin alloys, hot dipped tin and 
zine, paint, plastic laminations, 
enamel and lacquer on steel and 
other magnetic metals. Gives results 
in SECONDS. Especially adapted for 
hard-to-reach areas. Comes in a pock- 
et-sized case complete with magnets 
for various thickness ranges. 
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NY 
METAL FINISHING, February, 1955 


< 






your 
finishing 
needs 
UNDER 
ONE 
ROOF 


you the most comprehen- 
sive operation in the entire 
finishing industry. Because we main- 
tain one of the world’s largest in-stock 
supplies of finishing equipment and sup- 
plies, we can deliver in-stock merchandise 
immediately upon your request. 


You can forget about the problems of buying 
your requirements from numerous sources. Get 
dependability, complete satisfaction and ‘‘one-stop”’ 
buying from under our large roof! 
Our engineering and technical staff is ready to assist you 
in solving special problems. We'll be glad to help! 


J. HOLLAND & SONS, INC. 


leaders in finishing equipment for over half a century 
475 KEAP ST. (corner Union Ave.) BROOKLYN 11, N. Y. 
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For the past two years, he has handled 
sales and correspondence in all fields 
from the main office. 

Clunan will call on company dis- 
will 


work on specific pump applications 


tributors and dealers and also 
for industry. He is particularly skilled 
in water systems. 

He will maintain a temporary office 
at Salem and will locate a permanent 


office on the east coast in early 1955. 


Wyandotte Chemicals 
Representatives Attend 
Week-Long Service School 


Aimed at continuing the best pos- 
sible service to customers, the Wyan- 
dotte Chemicals Corp. industrial repre- 
sentatives shown in photo recently 
“refresher” 
back- 
ground research laboratories installa- 
of 
and electroplating tanks. At far right 
is the feed end of multi-stage indus- 
trial spray washer. Only the first of 
the 
pictured. 


attended a _ week-long 


school. The photo shows in 


tion 18 cleaning, electrocleaning D. Booth, 


seven inter-changeable units is 


Those attending the school were, 


Chicago; 


left to right: R. Esten, Los Angeles; 


Philadelphia; Andrew Liger, in charge 
of Industrial Research Laboratories; 
Ed Kubis, Technical Service Depart- 
ment: L. Coates, San Francisco; W. 
Mazan, Cleveland; F. 


J. Harden, Montreal; W. Lee, Atlanta: 





H. Skinner and Oscar Anderson, Re- 


J. Hennessey, search Laboratories; FE. Bartos, De- 


troit: R. F. Warkow, Research; E. 
Bedard, San Francisco; L. McCoy 
and A. Hannah, Research Laborato- 


ries. R. J. Racine, manager industrial 
sales and C. T. Dumont, Cincinnati, 
not present when photo was taken. 


Daly, Boston; 
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50-2400 GAL/HR. 
Self-priming Model LSIN-10. . . 
Cap. 100 gal/hr. H.T. Lucite 
Filter Assembly. Stainless pump 

. . totally enclosed Motor . . 
portable ... Wt. 60 Ibs... . 

14x16x16” high. 

Distributors in principal cities. 
Write for literature. 


PARTIAL LIST OF MODELS 










Mode! Rated Capacity 


Overall Size Weight 
ASis. 120 gel/he | 1x14"x12" | 39 ib 
iste OO gal/hr | 12"x16"x16" | 40 ibs 
ASI-200 300 gal /hr 2’x2'x2! 125 Ibs 
ASI-6¢ 600 gal /hr 2’x2'x2 150 Ibs, 
-1200 | 1800 gal/hr 2’x3’x3’ 300 Ibs. 





SERVICE ... Filters practically any acid or alkaline solution from 
pH 0 to pH 14; removes particles down to one micron in size. 
Strainer stops metallic objects. 

DESIGN .. . Filter Assembly fabricated of stainless steel 316, 
high temperature lucite, rubber-lined, Haveg or Sethrin* resin. 
Filter Tubes of cotton dynel, porous stone or porous carbon. 
Pumps fabricated of Hastelloy, stainless 316 or plastic; centrifugal 
or self-priming. Motors drip-proof, totally enclosed, or explosion 
proof, 110 or 220 volt, single or three-phase, 50 or 60 cycle, sleeve 
or ball bearing. Hose — special acid and alkali resistant. Base — 
Linen Phenolic laminate on rubber tire ball bearing casters. 


Sethco manuracturine company 


74 Willoughby Street - Brooklyn 1, New York 


February, 1955 
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| National Research 
Appoints Minault 


The appointment of S. Sydney Mi- 
nault as general manager of the Equip- 
ment Division has been announced by 
R. S. Morse, president of National 
Research Corp., Cambridge, Mass. 

Mr. Minault has previously served 
} as production manager and later vice- 
president and general manager of 
Tracerlab, Inc.; chief product engi- 
neer, camera plant manager, and 
later chief engineer of Ansco; methods 
supervisor. and later manufacturing 
engineering superintendent of Sperry 


se See Lit a KI 


Gyroscope. 

He was born in England. reared in 
| France. and educated at the University 
| of Paris, Ohio State University, and 
Brooklyn Polytechnic Institute. He is 
| a member of the American Society of 
| Mechanical Engineers and the Instru- 

ment Society of America. 


H-VW-M Vice President 


Honored on 25th Anniversary 


John A. Bauer, vice president and 
member of the board of directors of 
Hanson-Van Winkle -Munning Co., 
Matawan, N. J., was honored on the 





" : } : 4 “ 
4 MW) ie 
John A. Bauer, vice president of Hanson-Van Winkle-Munning, receives a presentation from 
Louis M. Hague, president, at a dinner in New York honoring Mr. Bauer on his 25th anniversary 
with the firm. Taking part in the proceedings are Dr. Rufus E. Zimmerman, a director (left) and 
Van Winkle Todd, chairman of the board of directors (right). 

occasion of his 25th anniversary with inscribed with the signatures of the 
the company. members of the board of directors. The 

At a dinner on Nov. 30 at the presentation was made by Louis M. 
Princeton Club in New York, he was //ague, president. and the dinner was 
presented with a silver cigarette box attended by members of the board. 











| KER-CHRO-MITE COATINGS 





ads 
ii +1-Clear — Lustrous, protective and inexpensive. 
; ee | #2-Olive Green — For uniform color and protection. Salt 
spray tested for more than 100 hours. 
#3-Black — Gives a rich, jet black finish as well as excel- 
lent protection. 
+4-Brighteners — Zinc barrel brighteners which are simple 
to control, very economical and give an exceptional 
| : lustre. , 
Write for Detailed Literature 
Low head room —high lift — automatic load and 
unload and plenty of other “automation concept” DO YOUR OWN TESTING FOR ONLY $45 
features mark the Stevens Stevadoer, the newest 
addition to the complete Stevens line of Automatic 
Plating and Processing Machines. Frederic B. 
Stevens, Inc., Detroit 16, Michigan. 





for ZINC and CADMIUM 








IMPROVE YOUR 
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WITH PERIODIC-REVERSE UNITS 





UNIT PROCESS ASSEMBLIES, INC. 


Mfgrs. of Periodic-Reverse Units and Electronic Controls for the Plating Industry 


nm | KOSMOS 


75 East Fourth Street New York 3, N. Y. 


PLATING | 





QUALITY 


This kit offers a new simplified nutes for rapid checking of zinc, 
cadmium, copper, brass and nickel solutions; acids and cleaners. 


ELECTRO-FINISHING RESEARCH, 
13 VALLEY ST. eats N. J. 
| Phone: Plymouth 1-0049 
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Mr. Bauer. 


came to the 


a resident of Matawan. 
company as advertising 
manager and has since held 


executive 


various 
sales positions. He was ap- 
pointed vice president in 1948. 


DeFilippis Joins Lupoline 


Joseph R. DeFilippis has joined the 
Lupoline Automatic Polishing Equip- 
ment Corporation as of December Ist. 
1954. He will have full charge of the 
machine and assembly shop. 

Mr. DeFilippis. a tool engineer with 
over 30 years of experience in the 
machine building business, will put 
into good use his machine tooling and 
designing experience. 

Mr. DeFilippis will be in full charge 
of production and Joseph Lupo will 
be in charge of the research and de- 
velopment laboratories. 


Loengard Appointed V.P. 
of Metal & Thermit 

H. E. Martin, president of the Metal 
& Thermit York, an- 
nounced the appointment of Richard 
O. Loengard as vicé 


Corp., New 


-president. 
Mr. Loengard joined the company 
in 1919 and. subsequent to 1926, was 





Richard O. Loengard 


active in the management of affiliated 
and subsidiary companies in the 
chromium plating and metal coating 
fields. He has been president of United 
1945 and will 
capacity as well as 


Metal & 


Chromium, Inc. since 
continue in this 
that of 


Thermit. 


vice-president of 


Attendance Record 


It has recently come to our atten- 





tion that Edward J. Musick. a well 
known figure in plating circles. is also 
a faithful Rotarian—-so much so, in 
fact, that he hasn't missed a meeting 
of the St. Louis Rotary 
Club for over 31 years. He has a string 
1.600 meetings to his credit. 
Mr. Musick even went so far as to 
cancel a trip to 


Downtown 
of over 
Jamaica when he 
found that there was no Rotary Club 
there. Who knows, he may well set a 
world record some day. 


Stokes Establishes New 
International Division 


All overseas activities of F. J. Stokes 
Vachine Co. will be administered and 
effective January 1, 1955, 
by a new International Division which 
has been established at the company’s 
headquarter at 5500 Tabor Road, 
Philadelphia, Pa. While the firm’s sales 
will still be handled through local rep- 
resentatives throughout the world, the 
new division will enable the company 
to establish closer control over and 
better relations with these representa- 
tives and thus given better service to 
its overseas customers. 

The division will be 
Charles V. 


controlled, 


directed by 
Nicholson, who joined the 
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BONDING CEMENT 4 | 
for Wheels and Belts 


y Industry's Abrasive 


MEETS TOUGHEST ABRASIVE GRAIN 


BONDING REQUIREMENTS 


The purpose. of a bonding cement is to hold abrasive 
grains firmly in position. It's as simple as that—and 
when we claim that GRIPMASTER will hold grains bet- 
we mean it. 
convince yourself, why not place a small trial order — 
for a 75 pound pail or the packaged unit (4 one 


ter than conventional cements, 


gallon cans). 


Our distributor nearest to you has GRIPMASTER 
in stock and when we ship your trial order we'll let 
you know where you can reach him. Or, if you prefer 
to obtain the trial order through him, write or phone 
us and we'll let you know where he is located. 


\ ———LEA-MICHIGAN, INC. 


- 14066 Srencbury Ave., Detroit 27, ptmntess0s 


"The Lea Mig. Co., Weteriury 20; Coen, 
Lea Mfg. Co. of Canada, Toronto 
Lea-Ronal, inc., Long Island City 1,N, Y. 


rere 








Phone, wire 
or write 
JOE WAGNER 
Wagner Bros., Inc. 
Midland at Ress 
Detroit 3, Mich 
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The christening! The Sickie, the newest addition 
to the complete Stevens line of automatic plating 
and processing equipment, will be announced soon. 
Write us so that your name can be placed on our 
announcement mailing. Frederic B. Stevens, Inc., 
Detroit 16, Michigan. 
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Charles V. Nicholson 


organization this year as export prod- 
duct manager. Previously, Mr. Nichol- 
son had been for 18 years with Henry 
Disston and Sons, Inc., rising from 
junior salesman to manager of the 
Export Division. He has traveled wide- 
ly abroad and brings to the company a 
thorough knowledge of the world’s 
markets. 


Mr. Nicholson is vice president of 


the Foreign Traders Association of 
Philadelphia and chairman of its mem- 
bership committee. He has also been a 
member of the National Foreign Trade 
Managers’ 


Council and the Export 


Ciub of New York. 


New Behr-Manning Appointments 


Elmer G. Schacht, president of Behr- 
Vanning Corp.. Troy, \. Y., has an- 
nounced that Edwin C. Evans has been 
made vice-president and assistant gen- 
William 1. Clark, 


Jr. has become assistant to the presi- 


eral manager. and 
dent in addition to his present respon- 
sibilities as secretary of the company. 
Mr. Evans joined Behr-Manning in 
1934 as a member of the sales analysis 
department. In 1936 he entered the 
purchasing department, becoming 
assistant purchasing agent in 1941 and 
purchasing agent in 1946. 


In January, 1950, Mr. Evans became 


assistant to the vice-president in charge 


of engineering and manufacturing, and 
in October, 1952, he 
tor of January, 
1953, be became vice-president of the 


was made direc- 
manufacturing. In 


company. 


Mr. Evans attended _ Rensselaer 





Edwin C. Evans 


Polytechnic Institute, and the Ad- 
vanced Management Program of the 
Harvard Graduate School of Business 
Administration. 

Now residing in Troy, N. Y., he is 
a member of the board of trustees of 
\Vanderheyden Hall, board of directors 
of Rensselaer County Chapter, Amer- 
ican Red 
Chest, and the Troy Country Club. 

Mr. Clark joined the company in 


Cross, Troy Community 





PRICES REDUCED 
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WORKION’” 
ACID & CHEMICAL 
RESISTANT 


INDUSTRIAL APPAREL , 






Union Carbide 


ORLON i DYNEL 


% ACID, CHEMICAL AND ABRASION RESISTANT! 
% U.S. NAVY SAYS: OUTWEARS COTTON 50 10 1 


an all-time low: 







































Pickling Pete 
Sure as fate | 

—Picks Monel z 

For lighter weight 














H LAUNDERS AND DRIES QUICKLY — NO IRONING! 


*Du Pont Orion acrylic fiber 










Save up to . 


93% WORKLON, INC. Dept. M2, 253 West 28th St., New York 1 ! 


FREE! Rush WORKLON’'s new, fully illustrated catalog of | 





ORLON, DYNEL WORK CLOTHES. l 

NOW | Firm Name Re Eee : a ] 

| Address “ - l 

READY! City.. Ese State... | 
New, Free Attention of... seveeeee DOP... 

CRN - cimenanceunenavenerdnamenmneintnancnanmnel 
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What makes Monel lighter? High strength (thin 
sections handle big loads) plus Monel’s acid resistance 
(less corrosion allowance). Easy-to-repair Monel 
gives long life, too. Free booklet, “5-Way Savings in 
Pickling,” is worth writing for today. 


THE INTERNATIONAL NICKEL COMPANY, INC. 
67 Wall Street, New York 5, N. Y. 


Ais, Monel Pickling Equipment 
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extra life 
extra capacity 
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~£xto safety 
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William |. Clark, Jr. 


July, 1933, as a credit clerk. He served 
as assistant to the controller from 1935 
to 1942, at which time he became pro- 
duction manager of the aviation divi- 
sion. Mr. Clark was made assistant 
secretary of the company, personnel 
director and office manager in 1947. 
He was elected a director of the com- 
pany in 1952 and was appointed chair- 
man of the operating board in 1952 
and in 1953. 


He served as assistant clerk of Nor- 
ton Pike Co., a Behr-Mannning sub- 
sidiary, from 1947 to 1952; assistant 
treasurer, 1947 to 1952: director of 
the company from 1949 to 1952; and 
was elected secretary of the company 
in 1952. 

He is a graduate of Milton Academy 
and Harvard University and attended 
the Advanced Management Program of 
the Harvard Graduate School of Busi- 
ness Administration. 

Mr. Clark. who now resides in 
Menands, N. Y., is a member of the 
board of governors of the Schuyler 
Meadows Club of Loudonville and is 
a director and member of the executive 
committee of the Albany County 
Tuberculosis Association. Mr. Clark is 
also a director of Trinity Institution, 


Albany, N. Y. 


J. L. Bogus Addresses 
Electroplating Class 


J. L. Bogus, technical service direc- 
tor of Jeleo Finishing Equip. Corp., 
New York City, appeared as guest 
lecturer on Thursday, December 2, 
1954 before the joint classes in electro- 
plating at the Brooklyn Evening Tech- 
nical High School. For the topic of his 


lecture, nickel baths, the functional 
phases of some of the common types 
was emphasized. The smooth charac- 
teristic plate of the sulfamate bath, Mr. 
Bogus indicated, will change to a hard 
plate if chlorides are present; the all- 
chloride nickel bath is used for worn 
shafts and machinery because of the 
hardness of the deposit it produces; 
black nickel requires exact operating 
conditions for satisfactory results. 

In the discussion of the Watts bath, 
some of the characteristic troubles as 
pitting, peeling, streaking, throwing 
power and brittleness, their causes and 
remedies were reviewed in a most 
thorough manner. Such high lights as 
improper cleaning cycles, observing 
men at their tasks, adequate rinsing, 
immersion plating effects, a four-hour 
carbon treatment, dummying. chela- 
tion and filtration were presented in a 
very lucid manner. The attentiveness 
of the members of the class through- 
out the extended talk was indicative of 
the trend toward an educational pro- 
gram, one that will meet the funda- 
mentals so essential for effective inter- 
pretation of the technical advances in 
the plating industry. The question- 
answer period was a continuation of 








BRIGHT KR 


For the Finest in 


PLATING 
RECTIFIERS 


Barrel Nickel Plating 


with TRUE BRITE 
NICKEL BRIGHTENER 


Increase Production 


easy to control. . 
entails costly delays. 


. cuts down on trouble that 


Save time 
can be operated at a higher speed. 


Reduce Rejects 


gives unbelievable uniformity of deposit in re- 
cesses ... brighter, white color. 


Write for FREE bulletin revealing tricks on tmproving 
your nickel plating and cutting costs. 


TRUE BRITE CHEMICAL PRODUCTS CO. 
P. 0. Box 31, Oakville, Conn. 








2102 SPANN AVENUE 
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METAL 


A BETTER SOURCE OF DC POWER — 
MORE FOR YOUR MONEY 


* Operate from —40° to 225° F. 

x 50 to 50,000 Amperes DC 

* Built-in Voltage Regulator and Meters 
* Heavy Duty Transformers, Husky Fans 


Two styles available—1. Selenium for 
cool zones, or 2. Magnesium copper sul- 
phide for the hot, dirty jobs. Units still 
running after 4 years of constant duty. 


Replacement Rectifier Stacks 
for Lektron or Udylite-Matlory $750 


9 pp sulphide rectifiers 
make your plating power supply more 
rugged and dependable. Magnesium 
radiator fins for fast heat dissipation 
and lighter weight. Matching pairs 
$265.00. 


M 





Model 4045—750 amps at {2 
DC—1500 t 6 


Ss. 
indiana. 


SOME JOBBERS AND SALES TERRITORIES OPEN 


ELECTRONIC RECTIFIERS, INC. 
INDIANAPOLIS 3, INDIANA 
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this stimulating session and the appre- 
ciation of the class was shown by an 
enthusiastic round of applause. 


Nox-Rust Chemical Corp. Becomes 
Daubert Chemical Company 


Nox-Rust Chemical Corp., Chicago, 
leading manufacturer of rust pre- 
ventive products and automobile under- 
coating, has adopted a new name, 
effective January 1. Because of diversi- 
fication of products, the firm chose the 
name Daubert Chemical Co., after its 
president George A. Daubert. The com- 
pany was founded in 1935. 

The company will continue to mar- 
ket Nox-Rust rust preventive com- 
pounds and Vapor Wrapper through 
its Nox-Rust Division. The company’s 
main plant is located in Chicago; other 
manufacturing operations are carried 
on at Baltimore, Maryland, and Mar- 
tinez, Calif. Offices are located in prin- 
cipal cities. 

Battelle Expands 
Research Facilities 
The first units of facilities for an 


expanded program of pilot-plant and 
large-scale research for American in- 


dustry are nearing completion at 
Battelle Memorial Institute's recently 
purchased 400-acre site just outside 
Columbus, Ohio. They will be ready 
for installation of equipment in the 
next 30 days. 

The new facilities, according to 


Clyde Williams, Battelle’s 
and director, will be used primarily 


president 


for large-scale studies in chemical en- 
gineering, metallurgy, and minerals 
processing. 


Provided initially in the 300,000- 


dollar construction program are two 
major buildings. totaling 13,000 square 
feet and designed specifically for large- 
scale experimental work. Ample water, 
natural gas, and electric power have 
been provided to meet any foreseeable 
pilot-plant need. Additional buildings 
are contemplated and will be custom 
built to fill specific industry needs as 
they arise. 

Much of Battelle's expanded pilot- 
plant research will be guided by John 
W. Clegg, 


Manager. Department of 











FOR 


INDUSTRIAL CLEANERS 


ALL METALS 


SOAK TANK e ELECTROPLATING e WASH TANK 
VITREOUS ENAMELING e STRIPPING, ETC. 





@ COATINGS 
@ PLATING RACKS 
@ EQUIPMENT 


For ALL Your 
Metal Finishing Needs 
Depend on DAVIES 


The Southwest’s Leading Supplier of 
Industrial Plating and Polishing 


@ CHEMICALS 
@ ABRASIVES 
@ ENGINEERING 











OIL AND WATER SOLUBLES 
FOR 
CUTTING ¢ GRINDING « HONING « LAPPING 
AND RUSTPROOFING 


INTERNATIONAL 


CHEMICAL COMPANY, INC. 


2628 NO. MASCHER ST. 
PHILADELPHIA 33, PA. 
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Chemical Engineering. J. Harry Jack- 
son, Manager. Department of Metal- 
lurgy. and W. H. 


Department of Mechanical Engineer- 


Browne, Manager. 


ing. All have been closely associated 
with the Institute’s already extensive 
large-scale experimental studies. 


The new construction at the West 
Jefferson (Ohio) site is in addition 
to the Institute’s recently announced 
1!4-million-dollar program for the es- 
tablishment of facilities for the study 
of peacetime applications of nuclear 


energy. 


Cambridge Wire Cloth Co. 
Appoints Roche 


The Cambridge Wire Cloth Co. an- 
nounces the appointment of Richard 
Roche as personnel director. Mr. Roche 
has been associated with the company 
for the past fourteen years, serving in 
a number of capacities. He was closely 
associated with the woven wire con- 
veyor belt dept. for nine years, acted 
as safety director, supv. of inventory 
and receiving for the past five years, 
and also supervised the first aid de- 
partment. 





Union Carbide Moves Cleveland Offices 


After a number of years with offices 


in five different buildings. Union Car- 
bide and Carbon Corp. has consolida- 
ted its Cleveland offices in a new, 
modern office building and distribut- 
ing center at 1300 Lakeside Avenue. 

The building is located on a plot 
of land large enough for possible fu- 
ture expansion, Part of it is a one- 
story office and stockroom, the other 
part is a two-story office building. It 
is of steel frame construction with 


brick masonry walls using Norman- 








variation in the 
length of bricks and their range of 


type bricks. The 


shades from champagne pink to buff 
give the walls a pleasing and unusual 
dominant architec- 
tural feature is the black Bonaccord 


appearance. The 


granite entrance facade with the com- 
pany name in stainless steel letters. 
Special features provided for the con- 
venience of employees include com- 
plete air-conditioning, fluorescent 
lighting, ample parking facilities, and 


a lunchroom. 
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Ey -It's 


COP-BRITE 


NEW, BRIGHT COPPER PROCESS 


A One-Material Brightener 


e@ Provides greater economy 


Information on Request 


FINISHING EQUIPMENT 


versatility. 
@ Yields a faster, brighter 
BARREL finish 
CO: COA. e@ Produces a softer, 
CYANIDE smoother deposit 
SOLUTIONS e Eliminates cyanide fumes 


MODEL 203 = This design has ant 
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ast 26th Street, New York 10, N. Y. 
LExington 2-3055 
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On Aa! 


The buffs literally ride on air... .. insuring 
uniform buffing pressures at any predeter- 
mined degree over flat or curved surfaces! 





regardiess of size for surtace 


tire aree without salvage 


CLAIR ~ 


MANUFACTURING CO., Inc., OLEAN, N.Y. 
Offering the Most VERSATILE Line of Surface Finishing Machines 





FINISHING, 





MACHINES 


Development of these Clair surface finishing machines is the answer to 
““demand-performances” from manufacturer's surface finishing departments 
for precision finishing machines of thorough capability and astonishing 


Horizontal Design offers - - - 
* Waist high loading - - less operator 
fatigue! 








* Better Visibility! 
* Rolls can be changed in two minutes! 
* Easier to exhaust and keep clean! 
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International Rack Co., Inc., Opens New Ohio Valley Plant 





INTERNATIONAL RACK CO.,INC. 


The 


been 


Co., has 
Ohio 
Valley with engineered racks, fixtures. 


International Rack 
established to 


serve the 


and accessories for plating and ma- 
terials handling. The company, new- 
est in the coast-to-coast Naraco fam- 
Changes at Metal & 

Thermit Corp. 


Vetal & Thermit Corp., New York, 
announces several changes in its sales 
organization due to retirements and 
promotions. These changes. effective 


January 1, 1955 are as follows: 





RAMPE TWIN 


PRECISION BARREL FINISHER 


Provides larger volume 
capacity—4 cu. ft. (2 
cu. ft. per barrel). 
Sturdily built and pow- 
ered by a 34 H.P. 220/ 


= 





440 volt, 3-phase 
motor — Variable 
speed drive — Barrels 


can be vinyl plastic 
lined, if desired. Mov- 
able chutes act as 
safeguards when tilted 
to the rear. Tote boxes 
can be furnished in 
place of movable 
chutes. 





Super Twin With Double Capacity 


Prices from $735.00 to $995.00 
depending upon equipment. 


OTHER RAMPE BARREL FINISHERS 


& ' 





ily, was opened in November to meet 
a persistant demand by Ohio Valley 
plating executives. Other Naraco com- 
panies are located in Paterson, Flint, 


Chicago, and Los Angeles. 


John B. Tinnon, vice president and 


chief sales executive, who has been 
with the company since 1924, retires 
but will remain with the organization 
as a consultant. 

Donald K. Morgan, formerly with 
the Kirby Machine Co., and a sales 


consulting engineer for several years, 


A barrel load of 
bright nickel 
with a nickel’s 
worth of 


is promoted to general sales manager. 
Mr. Morgan has been chief assistant to 
Mr. Tinnon. 

G. 4. 


of sales of the company’s welding divi- 


Howland, formerly managet 
sion is promoted to assistant to the 
general sales manager with headquar- 
ters in East Chicago. Ind. Mr. How- 
land for many years was district man- 
ager of the welding division in the 
middle-west and now returns as chief 
sales executive of the company in this 
area. 

Verritt L. Smith. manager of ad- 
vertising and sales promotion, assumes 
the additional duties of eastern assist- 
ant to the general sales manager, and 
will continue to make his headquarters 

the company’s main office in New 
¥ ork. 

Robert T. district 


in Pittsburgh, Pa.. is pro- 


Brown, forme 
manager 
moted to the position of manager of 
sales of the welding division, with 
headquarters in New York. 

Kenneth H. Zeigler, sales engineer 
with the company in the Pittsburgh 
area since 1951, has been promoted to 
the post of district manager at Pitts- 
burgh. 







NICKELITE 


CORROSION RESISTANCE UP 
30% TO 100% 


With Nickelite you can get 13 to 22 hours of salt 


spray exposure with 0.00006 inch of barrel nickel,’ 
instead of 11 to 13 hours. Actual salt spray tests 
show even greater improvement with thicker depos- 


its. And you're saving money, too! 


WRITE FOR FREE FOLDER ON 
MODERN BARREL PROCESSES 





Three other Rampe Barrel Finishers are available— 
2 single units and 1 Twin model. They range in price 
from $99.50 to $685.00, depending upon size and 
equipment. 


Send for literature on the complete Rampe Line. 


RAMPE MANUFACTURING CO. 
3328 ST. CLAIR AVE. CLEVELAND 14, OHIO 
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Concentrated to quadruple strength you 
don’t ship, store or handle water! Shipping 
weight cut 275% — no deposits, no carboy 
returns. Stable, efficient, easily stored, easily 
used — a capful of Nickelite is enough for a 
barrel load of nickel. 


59 E. 4TH ST. ” NEW YORK 3 
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Polyesters by Prescription 


NOW ... The Chemical Corporation 
research and development program 
makes possible a “prescription” type 
of PLA-TANK formulation for specific 


problems. It is literally possible for 
our technical service engineers to pre- 
scribe one of a number of vastly im- 
proved combinations of PLA-TANK 
material for liquid contact applications 
never before considered suitable for 
ordinary polyester plastics. 

For example, tests prove that all new 
PLA-TANK electro-platers’ tanks now 
offer far better performance on hot 
sulphuric, nitric, phosphoric and chro- 
mic acid solutions than any other 
commercially available fiber glass tank. 


Remember — All Polyesters 
are not Alike 
PLA-TANK achieves these vastly im- 


proved resistances by carefully con- 
trolled variations in either the resin or 
fiber or both. Now more than ever 
“all polyesters are not alike” and COM- 
MONLY PUBLISHED STUDIES OF 
POLYESTER PERFORMANCE MUST 
NOT BE APPLIED TO PLA-TANK 
SPECIAL MATERIALS. 

Intensive research and testing cover- 
ing thousands of samples have isolated 
and selected those alkyds which show 
highest chemical resistance to various 
specific agents and matched them with 
the most effective cross links. 

NOW ... you can “prescribe” new 
PLA-TANK for your own specific needs, 
knowing your tanks will have increased 
usefulness and longer life. 


Benefit from continuous research 
and development with PLA-TANK 
— first in the field, and still the 
leader. 


WRITE TODAY — mentioning your require- 
ments, for complete data sheets on new 
PLA-TANK material. P.18 
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General Motors’ Fifty 
Millionth Car 





A portion of the more than 600 
decorative trim parts which were gold- 
plated for the Golden Chevrolet, GM’s 
50,000,000th automobile. Such body 


parts as door handles, sun visor 
brackets, horn ring and Bel Air mono- 
grams are zinc die castings. Other zinc 
alloy parts, which make up a large 
part of the decorative trim compo- 
nents, include the hood and trunk lid 
emblems. 


New Sales Office for 


Dow Chemical 


Continuing to expand its sales or- 
ganization, The Dow Chemical Co. an- 
nounces the opening of a new field 
sales office in New Orleans to serve an 
area including Louisiana, the southern 
half of Mississippi, southwestern Ala- 
bama and northwestern Florida. 

The office, located at 925 Common 
St., is under the direction of Glenn H., 
O’Neal, manager of the company’s 
St. Louis, Mo. office. 

This is the third field office opened 
by ihe company in the past 18 months, 
two others having been set up previ- 
ously in Minneapolis and Cincinnati. 
The company now has 15 sales offices 
in major cities throughout the country. 

An important feature of the New 
Orleans office is complete teletype ser- 
vice linking the office with all other 
Dow offices and manufacturing plants 
in the company’s private line system, 
installed in 1946 to speed up trans- 
mission of orders and delivery of 
products. 


The staff will include Louis O. 


Litherland, Jr., specializing in general 
chemicals; Richard F. Lee, Dowflake; 
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Albert E. Weil, agricultural chemicals 
and John J. Sheppard, Jr., office sales- 
man for all products. 


Vanton Moves Executive 
and Sales Offices 

Vanton Pump & Equipment Corp., 
Empire State Bldg... New York City, 
announces the removal of its execu- 
tive and sales offices to its plant loca- 
tion at 201 Sweetland Ave., Hillside, 
\. J. According to George Black, pub- 
lic relations counsel, this consolida- 
tion of management, sales and engi- 
neering activities is the result of ex- 
panded production and research facili- 
ties at Hillside and the stepped up 
program of product development both 
of which have demanded much closer 
liason and communications. 


Barrett Chemical Products 
Appoint Distributors 


Coast to Coast distribution of the 
Barrett sulfamate nickel plating pro- 
cess has been announced by Richard 
C. Barrett, president of the Barrett 
Chemical Products Co. of Shelton, 
Conn. 


Process Engineering Co. of 4918 
Jarvis Ave., Skokie, Ill., who repre- 
sents products in the electrotyping in- 
dustry will also handle general plating 
distribution in Illinois, Michigan, In- 
diana, and Wisconsin. 

R. O. Hull & Co. of 1300 Parsons 
Court, Rocky River, Ohio will serve 
Ohio, Western Pennsylvania, and 
Western New York states. 


Alert Supply Co. of 4755 East 49th 
St., Los Angeles 58, Cal., with offices 
in Seattle, Wash., Portland, Ore., San 
Francisco and Los Angeles, Cal. will 
become West Coast distributors. 

Austin F. Fletcher, Inc., Bingham- 
ton, N. Y. will distribute in Eastern 
New York state and in Northwestern 
Pennsylvania. 

The Atlantic and New England 
states will continue to be served from 


the home office of the company in 
Shelton, Conn. 


Erratum 

In the January issue, on page 106, 
mention is made of the fact that Ardco, 
Inc., is now servicing Southern Illi- 
nois and Eastern Michigan for En- 
thone, Inc. The item should have read 
“Southern Illinois and Eastern Mis- 
souri.” 
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New Automatic Plating Machine 
at Pontiac Features Selective Cells 


The Udylite Corporation recently 
placed in operation at the Pontiac 
Motors plant a selective cell automatic 
plating machine which is the largest 
they have ever built—567 feet long, 
costing approximately four million 
dollars. A feature of the machine is 
the electrical circuits for the automatic 
operation which results in the use of 
very few operators. The | dylite Corpo- 
ration was host to a group of editors 
recently when the installation was in- 
spected. 

In the conventional straight line 
automatic plating machine, the work 
carrier enters one end of the plating 
tank and travels between rows of an- 
odes to emerge from the plating bath 
at the opposite end. 

The above method was not desirable 
when curved parts such as bumper 
bars were encountered and the plater 
had been forced to use a “still” tank 
set-up where the parts were plated 
horizontally in nests or cells, and the 
plated parts moved by the overhead 
manually controlled electric hoists 
with the plater designating proper 
time intervals. 


With the new machine the manu- 
facturer introduces a method of rack 
handling which allows racks of parts 
to remain at rest in the “nest” of con- 
forming anodes in the cells of the 
plating tank for the duration of the 
required plating time and during the 
plating time to provide for constant 
operation of tanks requiring less time, 
by selecting in sequence, empty cells 
in the plating section to accomodate 
the racks as they emerge from the 
proceeding operations. 

This machine with its unique method 
of operation is particularly well suit- 
ed to larger parts requiring conform- 
ing anode arrangement. 

This machine now in use is 460 
feet long, 15 feet wide and 18 feet 
high. It operates on a 2 minute cycle 
to plate 30 racks of bumpers per hour. 


It was designed to handle the racks- 


of 12 bumpers each to give an hourly 
production of 360 bumpers. 

As indicated in the above descrip- 
tion all electrified tanks are equipped 
with conforming anodes forming the 
“nests” into which the racks of bump- 
ers are lowered for plating, etc. Also, 
on electrified tanks the cathode con- 
tacts are elevated to permit the work 
to enter the tanks “hot.” 


A general view of the aisle along the south side of the machine showing ventilating fan, heat 
exchangers, make-up tanks, generators, etc. The track of the conveyor is at the top of the 


machine. 





North side of machine from the aisle. On the right are shown filters, heat exchangers 
and mixing tank. On the lower center, the control panel and left to center, rack strip 
tank and spray wash. 





Vickers’ hydraulic power drive units with control cabinets open. 
Three control valves in each cabinet regulate the speed of the machine. 
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Loading and unloading mechanism and shuttle car used to fill and empty rack storage area. 


The work carriers are delivered to 
the machine by the conveyor device 
which crosses the first cell and at that 
point are transferred on to the full 
automatic mechanism. 

The plating cycle is as follows: 

1. Load and soak. clean—3 sta- 
tion’ tank, rack moves in down posi- 
tions through the Ist cell. 


2. Soak Clean—2 cell tank. 

3. Warm water power spray - 
1 cell, empty tank, constant spray. 

4. Power wash 3 cell empty 
tank, storage tank outside, 12’ x 7’ 
with 6 pumps, 3 in and 3 out, also 
1 standby. 

5. Cathodic Clean-—3 cells, using 
10,000 amps at 9 volts. 


oo 
X / 





Racks of Bumper Bars over power spray wash in rinse section, 
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6. Cold Water Rinse 
tinuous circulation. 


| cell con- 


7. Drain and Transfer | cell 
space. 
&. Aeid Dip 


ous circulation using 20 g.p.m. acid 


L cell tank continu- 


resistant pump. 

9. Cold Water Rinse—1 cell tank. 

10. Cyanide Dip—l cell tank. 

11. Cyanide Copper Strike—4 cell 
tank. 

12. Recovery Rinse—1 cell. 

13. Cold Water Rinse 
tinuous circulation. 

14. Cold Water Rinse 
tinuous circulation. 

15. Acid Dip—l cell tank, contin- 


uous circulation using 20 g.p.m. acid 


l cell. con- 


| cell. con- 


resistant pump. 
16. Drain and 
space, 


17. Acid Copper 2-8 cell tanks. 


Transfer—1 cell 





A photograph taken from the upper level of 
the storage area of the loading end of the 
machine. The elevator is in the “up’’ position 
over the soak clean tank with the load of 
bumper bars ready to be lowered into it. 


24,000 gallons each and 50’ long each, 
air agitation, continuous circulation 
through heat exchanges—using 60,006 
amperes at 6 volts. 

18. Drain and Transfer — 1 cell 
space. 

19. Recovery Rinse—1 cell tank, 
continuous circulation. 

20. Cold Water Rinse 
continuous circulation. 

21. Cold Water Rinse—1 cell tank, 
continuous circulation. 

22. Nickel Strike — 1 cell tank, 
continuous circulation through heat 
exchangers, equipped with nickel puri- 
fication. 

23. Drain and Transfer — 1 cell 


space. 


-1 cell tank. 
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24. Nickel 
24,000 
nickel processes, 50 feet long. contin- 


tanks. 
bright 


plate 2-3 cell 


gallons each. using 


uous circulation through filters and 
heat exchangers with 2 electro-puri- 
fication tanks, using 40,000 amperes 
at 9 volts. 

25. Drain and Transfer lL cell 
space. 

26. Recovery Rinse 

27. Cold Water Rinse 
continuous circulation. 

28. Cold Water Rinse 
continuous circulation. 

29. Acid Dip 


uous circulation using 20 g.p.m. acid 


L cell tank. 
lL cell tank. 


1 cell tank. 
| cell tank, contin- 


resistant pump. 
30. Cold Water Rinse 
continuous circulation. 
31. Warm Water Rinse l cell 


tank, equipped with heating element. 


1 cell tank. 





A photograph taken from the upper level of 

the storage area of the loading end of the 

machine. The elevator is in the ‘down’ posi- 

tion and has just delivered a work carrier into 
the soak clean tank. 


32. Chromium Plate—2 cell tank. 
Continuous circulation through heat 
exchangers, 2 acid resistant 
with 1 standby 
12 volts. 

33. Recovery Rinse—1 

34. Cold Water Rinse 
continuous circulation. 

35. Cold Water Rinse 
continuous circulation. 

36. Hot Water Rinse-—1 cell tank 
with heating element air agitation. 


37. Hot Air Blow off 2 station 


tank, movement in down position with 


pumps 
using 20,000 amps. 


station. 


1 cell tank 


1 cell tank. 


blower and air coils. 
The racks coming through station 
37 are picked up and transferred to 


METAL FINISHING, 


February, 





Work carrier in ‘down’ or plating position in copper plating tank. Note pre-contact slides in 
background. 


the conveyor system—the bumpers to 
go to the assembly line and the racks 
through the rack strip back to the rack 
storage area. 
Rack Strip System 

The racks are carried through on 
the conveyor. The carrier lowers into 
the rack strip tank and is carried 
through the strip by the tramrail car- 





rier motor. The carrier is electrified 
and proceeds through & station strip 
tank. At the end it goes into an eleva- 
tor where it is lifted out of strip tank 
and sent through the spray wash to 


the load station. 


Duplex Deionizing System 


Maximum production in gallons 


7200 per hour. 


Drop section at the left. Unloading area at center with a rack load of plated bumpers ready 
for the assembly line. 
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With the acquisi- 
tion of the Cali- 
fornia Fabricating 
Co. at 4979 Bran- 
yon Ave., South 
Gate, by the Cali- 
fornia Rack Co., 
production of the 
latter firm has been 
J augmented by a line 
of stainless steel plating baskets. 

Only an alley separates the plants 
so that integration of the two divisions 
represented no major problem for 
owner, Howard Woodward. The com- 
bined facilities provide him with 10.- 
000 square feet of floor area for rack 
and basket design and_ production. 
California Rack Co. specializes in the 
design and fabrication of custom- 
made plating racks which are built 
to specification to meet the needs of 
all types of finishing problems. Wood- 
ward organized the firm five years 
ago. Prior to that he had been on the 


sales staff of the Sundmark Supply 
Co. of Los Angeles. 


Merit Products, Inc., manufacturers 
of abrasive wheels, has announced the 
appointment of William G. Gillett as 
manager of its Culver City, Calif., 
plant. He is in charge of production 
of Sand-O-Flex contour sanders and 
Grind-O-Flex flexible grinding wheels. 
Gillett was formerly affiliated with 
Ferguson Overhead Doors, Los Ange- 
les. as superintendent of operations, 
and previously with Kimball Industrial 
Elevators. 

William Ramsey has been appointed 
chief chemist for Virtue Bros. Mfg. 
Co. of Los Angeles, furniture pro- 
ducers and operators of an extensive 
metal finishing department. He form- 
erly served as chief chemist for the 
Western Co. in East Alton, Ill. 

Los Angeles Branch of the Amer- 
ican Electroplaters’ Society will hold 
its annual educational session and din- 
ner dance at the Hotel Ambassador, 
3400 Wilshire Blvd., Los Angeles, on 
Saturday, March 19. There will be 





morning and afternoon technical ses- 
sions addressed by two local and two 
out-of-town speakers; a  noon-day 
luncheon featured by the Branch’s tra- 
ditional Story-Telling Contest; and a 
banquet and ball in the evening, high- 
lighted by the annual waltz contest. 
George Hetz is chairman of the ar- 
rangements committee. 


Problems of Industrial Chemical 
Management” was the title of the main 
address presented at the annual meet- 
ing of the Industrial Science Section, 
American Association for the Advance- 
ment of Science, held at Berkeley, 
Calif., on December 30. The speaker 
on that subject was Francis J. Curtis, 
vice-president of Monsanto Chemical 
Co. The annual gathering, held in con- 
junction with the 1954 convention and 
exposition of science and industry of 
the AAAS, was devoted to problems 
of basic research, with emphasis on 
the roles played by government, in- 
dustry and universities in this activity. 
“The Role of Industry in Basic Re- 
search” was discussed by Dr. Monroe 
E. Spaght, executive vice-president, 


Shell Chemical Co.; and “The Role 








TUMBLING EQUIPMENT s 


« 
@ METAL CLEANERS e RECTIFIERS 
e 
@ BRIGHT PLATING SOLUTIONS ® 


4755 E. 49th STREET 


SAN FRANCISCO 





BUFFING 
COMPOUNDS 


MADE IN CALIFORNIA 
Formulated Specifically To Meet Local Needs 


PLATING EQUIPMENT 
& SUPPLIES 


POLISHING EQUIPMENT @ AUTOMATIC BUFFING EQUIPMENT 


DRAWING COMPOUNDS 
ANODES « BUFFS 
@ PLATING CHEMICALS 


Check With Us For Your Needs 


rblent Supply Company 


LOS ANGELES 58, CALIF. 
Phone: LOgan 8-4781 
SEATTLE 








“Say, this is really some- 
thing!” There are plenty 
of production raising 
and cost-cutting fea- 
tures included on the 
new “automation con- 
cept” Stevens Stevadoer 
Automatic Plating and 
Processing Machine. 
Watch for the big an- 
nouncement by Frederic 
B. Stevens, Inc., Detroit 
16, Michigan. 











GENERATORS 











BE PREPARED 


Complete your first aid supplies with the 


EL! LILLY CYANIDE ANTIDOTE 


LANCY LABORATORY 
533 WAMPUM AVENUE 
ELLWOOD CITY, PA. 
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of the University in Basic Research” 
by Dr. Kenneth D. Pizier. dean of 
the University of California College 


of Chemistry. 

\ five-day course on corrosion was 
scheduled by the University of Cali- 
fornia at Los Angeles January 24 
through the 28th in cooperation with 
the National Association of Corrosion 
Engineers. Purpose of the short course 
was to summarize current information 
and techniques employed in the con- 
trol of corrosion. The course was con- 
cerned with the characteristics and 
mechanisms of corrosion and corro- 
sion control, Included was discussion 
on design and equipment, chemical 
treatment of the environment, cathodic 
protection, and selection of coatings 
and alloys economically feasible for 
reducing corrosion losses. The course 
included special sessions on practical 
applications in specific fields, such as 
petroleum production and _ refining, 
water and power, and aircraft. 

Following recent purchase by the 
George Getz Corp. of Chicago, IIL., 


of the physical assets of Fabriform 
Metal Products, Los Angeles, Kenneth 
L. Glick, formerly production manager. 
has been named general manager of 


the Los Angeles operations. 


As an aftermath of the purchase of 
L. S. Spring & Bumper Co. of Los 
Angeles by Rheem Manufacturing Co., 
the Brake 
Calif., and the Chainveyor Division at 


Division at Santa Clara, 
Los Angeles were sold to a group of 
former U. S. Spring & Bumper Co. 
personnel, and now operate as sepa- 
rate corporations not under the Rheem 
banner. 

Patrick Rauen, formerly vice-presi- 
dent of U. S. Spring & Bumper, heads 
both the Chainveyor Corp. and the 
Brake Division, known as Silver Line 
Brake Lining Corp. General offices for 
both firms are at 5618 East Washing- 
ton Blvd., Los Angeles. Loren Work- 
ing serves Chainveyor Corp. as vice- 
president, and Louis Long as plant 
superintendent. The Brake Corp., with 
factory in Santa Clara, is staffed with 
Art Smith Ames 
Arnold, James 


as vice-president, 


assistant secretary, 


Rauen, general manager. and Roy 
Hall, plant manager and secretary. 


Economic progress through nonde- 
structive testing will be the theme of 
all technical sessions programmed by 
the Society for Nondestructive Testing 
of the Ninth Western Metal 


Congress. March 28 to April | in the 
| 


as part 


Los Angeles Ambassador Hotel. 

The programs for the entire five 
days of the SNT conference are being 
developed under the chairmanship of 
Vaurice J. Curtis, head of the mate- 


rials evaluation branch, U. S. Naval 
Ordnance Test Station. China Lake, 
Calif. 

Other technical societies that will 


have programs at the Congress include 
the American Society for Metals, which 
also on March 28 to April 1 will hold 
the Western Metal Exposition in Los 
Angeles’ Pan Pacific Auditorium; 
American Welding Society, American 
Foundrymen’s Society, and the /ndus- 
trial Heating Equipment Association. 


Twenty-five technical societies are 
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February 19 
Dayton Biltmore Hotel 
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March 19 
Hotel Faust 


COMING EVENTS 
A.E. S. 


DAYTON BRANCH 
Educational Session and Banquet 


ROCKFORD BRANCH 
Educational Session and Banquet 





Dayton, Ohio 


CHEMICAL 
PORCELAIN 


PLATING 
and 


STRIPPING 








Rockford, Ill. 
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LOS ANGELES BRANCH 
Educational Session and Banquet 


March 19. 
Hotel Ambassador Los Angeles, Calif. 
CLEVELAND BRANCH 
Sponsoring 


41st Annual A.E.S. Convention 
Cleveland, Ohio — June 20 to 23 
In Conjunction with 
Industrial Finishing Exposition 
Cleveland Public Auditorium Cleveland, O. 








“U.S.” white chemical porcelain cylindrical pots or’ 
rectangular tanks are ideal for pickling, plating or 
stripping small parts. They are corrosion-proof all 
the way through, possess excellent resistance to heat 
shock, are sturdy and durable. Their gleaming white 
surface improves solution visibility and makes for 
easy cleaning. Capacities from 212 to 200 gallons in 
cylindrical pots; 4 to 40 gallons in rectangular tanks. 
At your plating supply dealer or write direct. gue 
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Metal and 
L:xposition which will occupy 150,000 
square feet of floor area packed with 
metal fabri- 
forming and finish- 


sponsoring the Congress 


instructive exhibits in the 
cation. 


ing fields. 


‘ess Oo 
proce ng. 








" Associations and Societies - 





AMERICAN ELECTROPLATERS’ 
SOCIETY 
1955 Industrial Finishing 


Exposition 


The city of Cleveland will be the 
site of the 1955 
Exposition. The 


Industrial Finishing 


show is to be held in 


the huge Cleveland Public Auditorium 
on June 20, 21, 22 
tion with the 
of the American Electroplaters’ Society. 


Widely 


tion in the 


and 23 in conjunc- 
12nd Annual Convention 
publicized as the “best loca- 
nation.” Cleveland is a 


fortunate choice for several reasons: 


of Amer- 
is located within a 500- 
half of 


within 


1. Sixty-three per cent 


ican Industry 
mile radius and more than 
the 8,000 plating plants are 


an overnight trip of the city. 


2. The state of Ohio has over 
1,500 plants employing more than 


300,000 persons in 
industrial finishing. 

Diversification is the keynote of the 
industrial finishing industry Cleve- 


various phases of 


land itself. Cleveland plants finish all 
kinds of 
engine parts to huge parts for secret 
this 
enameling, — lac- 


equipment from small jet 


machinery. Included in category 
are: electroplating. 
Vitreous or ceramic 


quering. finishing. 


electropolishing, chemical — finishing 
and anodizing. 

It has been estimated that approxi- 
mately 12,000 finishing plant person- 
attend the 1955 
\ full round of activities 


has been planned for them. 


nel will convention 


and show. 


Included in these activities are trips 
to various plating and finishing plants 
in the Visits to both 


small and large job plating: plants in 


Cleveland area. 


addition to large “captive” plating 
plants are slated. 

The convention affords terrific op- 
portunities for the exchange of  in- 
formation so essential to the continued 
progress of the whole. 


The outlook for the plating industry 


industry as a 


is staggering. With the expected rise 
in population, and its accompanying 
increased buying power it will take 
a forward-looking industry to supply 
the market. 

The companies that do not keep up 
with the times can not expect to main- 
tain their share of new business. Or- 
characterized 
by obsolete equipment. poorly planned 
plants and out-of-date information will 


find themselves 


ganizations which are 


in a precarious posi- 
tion. 

The degree of importance given to 
the coming meeting by manufacturers 
of equipment is obvious from a recent 
report by Harold Bartlett of the 





Tank size 24” x 24” x 34144” 


are-welded stainless steel with a 


1-pass 3/4” 


Complete price $97.50 


(in lots of 3) 


Other sizes available 


vapor degreaser, ovens, ete. 


801 Edgewater Rd., 
Phone: DAyton 3-3900-1-2 





SPECIAL FOR ANODIZING Life Time Service 
AND PLATING PLANTS 


STAINLESS STEEL TANK & COIL 


deep, 114” 
flange. Constructed of heavy gauge heli- 
bent 
stainless steel steam coil. 


Complete anodizing and plating plants. 


RANDALL MFG. CO., INC. 


New York 59, N. Y. 


Stop replacing ci dye, sealer, 
rinse and acid tanks and steam 
coils. 

* 


Eliminate rejects from contamin- 


ated rinse tanks. 
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\merican Decorating Company. ex- 
position managers of the 1955 show. 
The report states that more space has 
already been contracted than for any 


previous show held by the American 


Klectroplaters’ Society. 
Pittsburgh Branch 


The Pittsburgh Branch 


monthly 
Hotel's 

evening. 
steak 


Ryan, 


held its 

Sheraton 
Wednesday 
1954. A special 
was provided by Mr. 
Sheraton Caterer. for the 
before the 


meeting at the 
Avalon Room. 
December lL. 
dinner 
cus- 
tomary dinner 
We were 


hew 


meeting. 
two 
members into the branch. FE. W. 
Shand, and D. F. Porter. 
11 guests for the evening. 


pleased to welcome 
and be host 


\fter the excellent dinner and short 
President Bob Var- 
ner turned the meeting over to Librar- 
ian Fred Dixon. He introduced the 
speaker for the evening. D. B. Con- 
nelly from the 


business meeting 


General Engineering 


Lab. of General Electric Co. His sub- 
ject for the evening was “Ultrasonic 


Cleaning.” 

The interest 
Connelly’s talk 
very 


stimulated by Mr. 
evident by the 
turnout of members and 
guests and the long and lively dis- 


was 
large 


cussion periods that were carried on 
during the talk and after the brief 
pause for refreshments. The talk cov- 
ered the development. types of ultra- 
sonic generators, commercial type 
units and applications, and limitations 
of this type of cleaning process. 
During the brief pause for refresh- 
ments Mr. Connelly drew the 
for the door prize. Bill Wilson was the 
lucky 
skillet presented by 


name 


winner of an automatic electric 
Bud Weiss of 
United Chromium. Inc. 

Herb 


Secretary 


Schram, 


Indianapolis Branch 


Forty-one members and guests at- 


tended the December Ist. 1954 meet- 
ing at the Fox Steak House. Business 


meeting consisted of secretary's and 
treasurer's reports. Quentin Shockley. 
general chairman of annual 
dance reported that all plans are shap- 
ing up well and that he will have more 
to report at the January meeting. Herb 
Kennedy reported on the tri-state meet- 
ing at Columbus, Ohio in March. 
Under new business the following 
were elected as delegates to the na- 
tional convention: Abraham Max, 


dinner- 


February, 1955 
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Quentin Shockley and Edna Rohra- 
baugh. The alternates are John Hood. 
Walter Gulleson and Bert Hawhee. 


Concerning a paper for the national 
magazine Plating, it was suggested by 
the committee that another one be 
prepared. Information was asked about 
rules and regulations for a display at 
the next national convention. The com- 
mittee will have a report on this matter 
later. 

The program was given by John 
Swift of Swift Chemical Co. who talked 
on “What a plater should know about 
metallurgy.” 

The 
P. M. 


meeting adjourned at 9:55 
Edna Rohrabaugh. 


Secretary 


Louisville Branch 


The regular monthly meeting of the 
Louisville Branch was preceeded by a 
dinner at Kapfhammer’s Party House 
on November 18. 1954. Fifteen mem- 
bers and guests were present for the 
dinner. 

The meeting was called to order by 
President John Scholl at 8:00 P. M. 
There were a total of 26 members and 
guests present. Secretary Joseph Sterl- 
ing was absent, being out of the city, 
and Mr. Scholl asked Stanley Beyer to 
call the roll of officers and to read the 
minutes of the September and October 
meetings, and the report of the Treas- 
urer. Arthur Oertel was then asked to 
take the minutes of this meeting. 

The applications for 
were reported by Mr. Beyer, and were 
from the following: 

Kenneth Buse, Louisville. Ky., Duke 
Scott, Louisville, Ky.: Meloin Mat- 
hews, Webster. Ky ‘ 

Application for transfer from the 
Richmond, Calif.. Branch was received 
from Charles H. Wirth. 


made, seconded. and duly carried to 


membership 


\ motion was 


admit these four gentlemen into our 
branch. 

Mr. Scholl announced that a meet- 
ing of the Board of Managers would 
be held on the evening of December 9. 
at 7:30, at Cunninghams. 

The speaker of the evening was in- 
troduced by Librarian Stanley Bever. 
He was Elmer Rehme, of the United 
Chromium Corp. He spoke on the sub- 
ject of “Hard Chrome Plating,” pre- 
senting slides of charts and_ plated 
specimens showing comparative effi- 
ciency, hardness, and appearances of 
deposits made with coventional chrome 
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plating bath and the Self Regulating 
High Speed bath. A considerable in- 
terest was shown through questions by 
those present and Mr. Rehme was com- 
plimented for his able presentation. 
The meeting was adjourned at 10:15 
and refreshments 
through the courtesy of the 


furnished 
United 


were 


Chromium Corp. 
{rthur A. Oertel., 
Acting Sec’y. 


Central Michigan Branch 


The December meeting of the Cen- 
tral Michigan Branch was held at the 
Porter Hotel in Lansing on 12/14/54. 
After a dinner of roast turkey and 
dressing plus trimmings the meeting 
was called to order by the Branch 
President. Fred Stuckenberg. Mr. 
Stuckenberg turned the meeting over 
to F. Young, librarian, for introduc- 
tion of the speaker R. D. Link, district 
rectifier specialist of the General Elec- 
tric Co. 

Mr. Link took as his subject for the 
evening a discussion of the merits of 
the germanium rectifier as compared 
to the copper oxide and selenium recti- 
fiers more commonly used for plating. 
The speaker pointed out that the ger- 
manium rectifier, the latest develop- 
ment in D. C. power supply for plat- 
ing operations, is considerably smaller 
for comparable output than either the 
selenium or copper oxide rectifiers. 

At the present time for outputs of 25 
volts, the germanium rectifier com- 
pares favorably in cost to a selenium 
rectifier. But at lower voltage require- 
ments 6, 9 and 12 the cost of german- 
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ium over selenium is approximately 2 
to lL. 

The General Electric representatives 
also presented a film entitled “Clean 
Waters” which concerns the problem 
of pollution of the existing water 
supply. It was pointed out in the film 
that the solution to this problem is a 
more adequate system of sewage dis- 
posal plants throughout the nation. 

1. Medwadeff, a visitor from the 
Saginaw Valley Branch, presented an 
interesting and entertaining series of 
Flint. 
Mich., commemorating the building of 


colored slides of the parade in 


the fifty millionth automobile by Gen- 
eral Motors Corp. 
R. W. Boos, 
Publicity 


Dayton Branch 


The Dayton Branch will hold its 
Tenth 
and Dinner Dance on Saturday. Feb- 


Annual Educational Session 
ruary 19, 1955 at the Dayton Biltmore 
Hotel. 

Three outstanding papers will be 
given at the Educational Session start- 
ing at 1:30 P.M. Clarence Van Derau, 
general works manager. Westinghouse 
Electric. and past president of the 
\.E.S5. Supreme Society will serve as 
honorary chairman. The speakers and 
their topics are: 

lL. R. B. Saltonstall. technical di- 
rector, LU dylite Corp.. Detroit. Mich. 
Subject: Chemistry of Electroplating. 

2. A. M. Max. Engineering Div.. 
RCA Victor Corp., Indianapolis. Ind. 


Subject: Electroforming As Applied 


TUMBLING BARRELS 


for better work in less time! 


For uniform cutting down, wet or dry grinding, 
tumbling, pulverizing and mixing, the unique design 
of Hartford Triple Action Barrels saves time and 
money and produces better results. Hartford Barrels 
give a TRIPLE ACTION in tumbling the material, an 
“over and over, end to end, folding-in” motion com- 
bined, which quickly grinds off burrs, and finishes 
and smooths the general surface of any article in the 


load. These barrels are avai! 
able in two sizes, large ond 
small, and with both motor and 
belt drive. Hartford also makes 
steel! burnishing balls scientifi- 
cally correct in design and ma- 
terial for each specific job. 
Bulletin on request. 2HS52R 
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To The Manufacture Of Phonograph 
Records. 

3. E. 
oratories, Sylvania Electric Products 
Co., Flushing, N. Y. Subject: Solder- 


oO 
ing. 


R. Bowerman, Physics Lab- 


The Dinner Dance in the main ball- 
room will start at 6:30 P.M. Tickets 
are available at $6.50 per plate. For 
tickets and reservations contact Jack 
Baker 5025 Lauderdale Dr., Dayton 9, 
Ohio. 

Richard M. Clinehens, 


Secretary 
Chicago Branch 


Chicago Branch enjoyed its usual 
monthly meeting at the Western So- 
ciety of Engineers on January 14, 
1954. Following the business meeting. 
and dinner, Dr. R. J. Rohr, of the 
Mitchell-Bradford Chemical Co., Strat- 
ford, Conn., addressed the group on 
the subject of “Black Oxide Finish- 
ing.” In addition to his fine academic 
background, Dr. Rohr is well known 
to Chicago Branch members through 
with the Great 
Lakes Plating Co. of Chicago. As a 
result of his experience and his inten 


his past association 


sive research into the metallurgy and 
metallography of oxide films on metal 
he handled his subject very capably. 
Due to the current interest in wrought 
iron, considerable interest was shown 
by the members and his talk was fol- 
lowed by a lively discussion period. 
An announcement of the passing of 
one of the old timers on December 4th, 
after a prolonged illness, was cause 
for sadness. Ralph Leonard Shannon, 
who was born February 5, 1896, was 


for many years an active member of 
the Chicago Branch. 

Copies made from the transcribed 
proceedings of papers presented by 
Educational 
Session on Jan. 29ih. are now avail- 


speakers at the Annual 
able at a cost of $1.00 per copy. These 
papers presented before the Chicago 
Branch should be worthwhile addi- 
tions to any library and the nominal 
charge is actually less than the prepa- 
ration charges. Copies are obtainable 
from the Secretary of the Chicago 
Branch. 

It was announced that the Branch 
had contributed $700 to the I[linois 
Institute of Technology. This fund is 
for the purchase of equipment to be 
used in teaching electroplating. 

Jerome Kuderna, 
Publicity Chairman 
Rockford Branch 

The Rockford Branch of the Amer- 
ican Electroplaters’ Society will hold 
its thirteenth Annual Educational Ses- 
sion and Banquet on March 19, 1955 
at the Hotel Faust, in Rockford. 
Cincinnati Branch 

The Cincinnati 
Branch on December 16 was one of the 
most enjoyable for some time. Ladies 
Night was combined with recognition 
of past presidents of this Branch. 
Seventy-one members and guests were 
present; of which total, thirty-three 
were of the fairer sex. 

President Wm. Gordon took this 
to alert the ladies to their 
responsibilities for the 1958 National 
Convention to be held in Cincinnati. 
Corsages of white carnations were pre- 


meeting of the 


occasion 
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sented to all of them — courtesy of 
Ezra Blount of Products Finishing. 
Vrs. Roger Slater was the lucky win- 
a sterling sil- 
ver necklace and earring set. 

Special invitations were issued to 
all past presidents of the local branch, 
and a great majority were able to at- 
tend. Those represented a 
period in our history from 1934 to 
date. The following men were given 


ner of the door prize 


present 


past president pins, along with words 
of appreciation for their contribution 
to the club’s growth, 
Robert J. Knoepfler 
Harry Misner 
Wm. Ehlen 
August S. Schwering 
John F. Daymude 
Ezra A. Blount 
Robert D. Miller 


1934-1942 
1942-1943 
1944-1945 
19460-1947 
1947-1948 
1950-1951 
1951-1952 
1952-1953 

Carl H. Truman 1953-1954. 

The other past presidents — Bill 
Stoddard, Hank Nice, Bill Albohn and 
Fred Brune — were unable to attend, 
and letters were read expressing their 
regrets. 

It should be mentioned that the 
history of the local branch goes back 
to early 1900’s, but records do not 
disclose names of other presidents 
prior to 1934. It is entirely possible 
that we have overlooked some, and we 
would appreciate hearing from them 
if this be the case. 

The speaker of the evening was 
Ollie James, columnist for the Cin- 
cinnati Enquirer. His endless supply 
of jokes and Herb Shriner style kept 
everyone laughing and in gay spirits. 
Not to be outdone, Mrs. Ezra Blount 
showed some color movies of her trip 
to Europe this last summer and led a 
lively and interesting discussion on 
highlights of the trip. A large and 
varied display of articles “picked up” 
cn her tour were available for inspec- 
tion. Members were given a chance 
to introduce the Mrs. during the Social 
Hour which terminated the occasion. 
Refreshments furnished by Products 
Finishing. 

L. J. Howald, 
Secretary 
Buffalo Branch 

On Friday. January 7, 1955, H. W. 
Couch of United Chromium Inc. dis- 
cussed “Recent Development in Chro- 
mium Plating” covering the following 
subjects: 

1. “Cold Chromium” plating baths 
for depositing chromium directly on 
aluminum. 

2. “Crack-free Chromium.” 
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3. Fatigue properties of chromium 
plated steel. In this portion of the 
talk Mr. Couch pointed out that, in 
most cases using chromium plated 
high strength steels, the fatigue prop- 
the after 
plating is less than without plating 
but. if the plated part is stress relieved 
(350°-375°F. for 1-4 hours), strength 
is still lower. Mr. Couch showed that 
crack 
free had a greater reduction of fatigue 
strength than had 
fine cracks, 


erties of steel chromium 


deposits which are relatively 


deposits which 
many 

At the meeting on Friday evening, 
March 4, 1955, Howard McAleer ot 
Formax Manufacturing Co., Detroit, 
Mich. will “Polishing 
Buffing Compounds and Wheels.” 

Place: Markeen Hotel Main St. 
and Utica St. 
6:00 P.M. 
P.M. 


discuss and 


Time: Dinner 6:00 
Eric G. Sampson, Jr.. 


Secretary 


Detroit Branch 


The Annual Session of the Detroit 
Branch was held on Dec. 3, 1954, in 
the Statler Hotel. In attendance were 
approximately 200 members and 
guests. President Joe Gurski opened 
the meeting, designated as the Na- 
tional Officer’s Night, at 8:30. He in- 
troduced P. Peter Kovatis, executive 
secretary of the A.E.S. and managing 
editor of Plating who told the mem- 
bers of the present status of our na- 
tional publication. He also explained 
the present conditions of our Research 
projects and invited all members of 
the A.E.S. to see the improvements and 
modernization in our national head- 
quarters. 

Charles Conley, Houdaille-Hershey 
Corp., was the honorary chairman of 
the evening and he introduced the first 
guest speaker Dr. Ralph Schaefer, 
Clevite Brush Development Co. and 
national president of the A.E.S. who 
made some opening comments on the 
problems in the National Society. 

The subject of Dr. Schaefer’s talk 


was “A Qualitative Study of Macro 


and Micro Metal Distribution in Plat- 
ing Baths.” The talk covered qualita- 
tive data for macro and micro metal 
distribution. The data was obtained by 
the plating of cyanide copper and sil- 
ver, chromium, nickel, stannate tin 
and electroless nickel on flat and 
formed cathodes with or without pores. 
Numerous slides were shown giving 
evidence of the conditions of micro 
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Pictured above are Messrs. Nixon, Conley, Schaefer, Candee, Pinner and Caldwell. Dr. Schaefer 
is President of the A.E.S. The others are Past Presidents. 


and macro throwing power. It was 
shown that electroless nickel has good 
penetration qualities, and also that 
acid penetrate better 
cyanide baths. Studies were made of 
various nickel baths and slides shown 
that the Watts bath 
poorer penetration as compared to 
fluoborate and _ sulfate type baths 
which appear to be the best. 

Dr. George Dubpernell, United 
Chromium, Inc., was the second guest 
speaker and his talk was “Industrial 
Uses of Electroplating 
Slides were shown giving the plating 
solutions that have greater efficiency 


solutions than 


indicated had 


Processes. 
















ad NC 


CLEANING 
COMPOUNDS 
FOR 
ELECTROPLATING 
SHOPS 


Pos 


TESTED 6» 
apPpROVED 


In shop after shop, application 
after application, PERMAG Cleaning Compounds 
have taken all the guesswork out of cleaning 
operations. 

Your problems in electrolytic and non- 
electrolytic cleaning can be solved easily with 
the unique, unusually effective PERMAG 
Soap Pre-Soaks. 

Investigate PERMAG Cleaning Compounds 
today. Send us your cleaning problem for 
analysis and solution without obligation. 


MAGNUSON 


PRODUCTS CORPORATION 
50 COURT ST., BROOKLYN 1, N.Y 
in Canada: Canadian PERMAG Products, Ltd., Montreal 


such as cadmium, gold, tin, zinc, ete. 
Other metals that are plated on the 
periodic chart worth mentioning are: 
Selenium, used recently on rectifiers; 
Polonium black coatings; German- 
ium — rectifiers; Lead 
mostly; Indium 
other 
tioned from the periodic chart that are 
more difficult to plate and have little 


hot dipping 
used on bearings. 
metals men- 


Numerous were 


or no commercial use. Dr. Dubpernell 
concluded that the field for electroplat- 
ing could expand greatly, in an attempt 
te absorb the great amount of coating 
being done by an immersion process. 


The meeting adjourned at 10:45 
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On left is Dr. Ralph Schaefer, Clevite Brush 


Dev. Co., National President of A.E.S. At 
right is Joe Gurski, Ford Motor Co., President, 
Detroit Branch A.E.S. 


P. M. after a question and answer 
period. Fellowship continued with the 
serving of refreshments. 

On Saturday evening, December 4th. 
the Annual 
was held at the Hotel Statler. General 
WcKenzie, 


attendance 


December Dinner-Dance 


Chairman was 7. Curtis 
Klem 


over 


Chemicals. In 
1600 


excellent’ program was planned with 


were 
members and guests. An 
gifts for the women, dancing, refresh- 
ments and entertainment. 
John C. Drinkwater. 
Public Relations Chairman 


Grand Rapids Branch 


Over fifty 
December 10. 
of the Grand Rapids Branch. Presi- 


attended the 
1954, dinner meeting 


members 


dent Carl Green opened the meeting 
guest, Warner 


\.M.I. Co. of 


by introducing the 
Bloomenthal of the 
Grand Rapids. 
Librarian. Tom Henner. introduced 
Dr. C. Fred Gurnham, head of the 
Chemical Engineering Department of 
Michigan State College. Dr. Gurnham 
presented a fine discussion on “Electro- 
plating Waste Disposal.” He cited five 
main sources of pollution, as follows: 
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(1) Natural pollution, (2) Agricul- 
tural, (3) Mining, (4) Municipal sew- 
age, and (5) Industrial pollution. In 
a sense, any industry that uses water 
is a polluter. Dr. Gurnham said every 
means should be used to. eliminate 
waste by cutting down on waste for- 
mation. Employees should be educated 
not to be careless or mechanical con- 
trols should be installed so mistakes 
cannot occur. Streams should be used 
as much as possible. but if streams or 
sewers cannot handle the waste, it must 
be treated. Dr. Gurnham said it is best 
to treat each waste at its source, as it is 
too difficult to treat different 
after they have been mixed. Cyanide 


wastes 


wastes are best destroyed by chlorina- 
tion. 

talk, a 
movie made by General Electric Co. 
entitled Clear Waters. was shown. The 
movie brought forth the facts that 
6.700 new sewage disposal plants are 


Following Dr. Gurnham’s 


needed in this country and pollution is 

costing us over $200.000,000 a year. 
Kenneth Hampel, 
Publicity Chairman 


Los Angeles 


An excellent talk on the importance 
of using high quality water for plating 
operations was presented at the Janu- 
ary 12th meeting of Los Angeles 
Branch by James FE. Burton of Los 
(Angeles, director of the West Coast 
laboratory of the Culligan Corp. 

In his discussion on the subject. 
*“Demineralization of Water.” with 
emphasis on applications for the plat- 
ing room. Mr. outlined the 
advantages and disadvantages involved 


Burton 


in six different methods of providing 
a plating plant with water. 

Mr. Burton discussed such phases 
of demineralization as ion exchange 
and ion exchange material. cation and 
anion exchange ma’erial. He described 
what takes place during the hydrogen 
state. the hydroxide state and demin- 
eralization, and outlined the regenera- 
tion process involved in duo-bed and 
uni-bed systems. In order that his au- 
dience might more closely follow his 
commentary. the speaker distributed 
engineering drawings of various de- 
mineralization systems. 


President G. Stuart Krentel  initi- 
ated five new members during the 
business session which was called to 


order at 8 o'clock with 90 members 
and guests present. The new members 
are Kenneth Baum. Harshaw Chemical 


Co.: Joseph Lal OY. Peterson Plating 
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Sutcher Co.: 


Co.: Al Castellero, L. H. 
Robert 


Ine.: and Lester Daniels. 


Pooler, Harvey Aluminums, 


A nominating committee composed 
of Don Bedwell, Earl Coffin and Wal- 
ter Behlendorf, all past-presidents, will 
slate of 
branch offices which will be submitted 


draw up a candidates for 
for voting at the February 9 meeting. 
in a departure from previous nomi- 
nating procedure. members this year 
may suggest nominees by submitting 
names in writing together with a sum- 
mary of qualifications of their candi- 
dates. 
N.F.M.F. - N.A.M.F. 
Merger Plans 
Announced 

Recent discussions by the Boards of 
Directors of the National 
of Metal Finishers and the Federation 


Association 


have resulted in concerted activity di- 
rected at a merger of the two national 
organizations. The intention is  out- 
lined in a joint resolution passed by 
the two groups. 

According to the resolution, the two 
Boards “. . . recognize the need for a 
national association to 


sent the 


united repre- 


interests of the job shop 
metal finishing industry in the United 
States. and to effect a 
merger of the two organizations . . .” 

The further that 
committees of equal number will meet. 


resolve 


resolution states 


with the power to negotiate all 
details necessary to the attainment of 
this stated goal 


that formal meetings of the commit- 


It is expected 


tees will be held within a few weeks, 
anticipating completion of a merger 
by mid-summer. 

Discussion of the necessary aliera- 
tions in the respective Constitutions 
of the two national groups has already 
begun in the committees of both or- 
The repre- 
sentatives, J. R. Greenwell, L. J. Hay, 


ganizations. Federation 





Truly—Three Great Finishes! ! 


CHROMIUM - UDYLITE 
SHERARDIZING 


For over a quarter of a century build- 
ing and installing portable sherardizing 
furnaces and equipment; metal finishing 
and plating. 

We invite your inquiry. 


THE NATIONAL SHERARDIZING & 
MACHINE CO. 
OFFICE & FACTORY: HARTFORD, CONN. 
Foreign Representatives— 
Oliver Bros., Inc., 417 Canal St., N. Y. City 
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Frank Kaiser. and Al D'Agostino. have 
all met 


with their own local associa- 
tion committees on Federation affairs. 
and with each other on the first pro- 


cedures in the merger discussion. 


National Association of 
Corrosion Engineers 


Fundamentals of corrosion are to 
he stressed rather than consideration 
of solutions to specific practical prob- 
lems during the three-day University 
of Tennessee Corrosion Conference 
scheduled to be held March 1-3, 1955. 

Subjects included will be catastro- 
phic corrosion, liquid and metal cor- 
rosion, use of plastics and_ plastic 
liners for corrosion protection, prin- 
ciples of cathodic corrosion. passiva- 
tion of stainless steels and nature of 
metals and alloys. Four simultaneous 
round tables are planned on corrosion 
control practice on atmospheric cor- 
rosion, high temperature corrosion, 
corrosion by chemical solutions and 


underground corrosion. 
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Electroplating Engineering 


Handbook 


By Dr. A. Kenneth Graham. Avail- 
able from our book department. 1955. 
$10.00. 650 pages. 


The metal finisher can now find any 
pertinent information he needs with- 
out having to thumb through a dozen 
handbooks or references. Prepared by 
a group of authorities, under the direc- 
tion of one of the most prominent con- 
sultants in the field, the first handbook 
to be published on the subject com- 
bines the best parts of a_ textbook, 
operating manual, chemical dictionary, 
and book of tables. 


This volume is not a survey of the 





HAVE YOU TRIED? 


(1) ELECTROPLATING KNOW HOW, the 
home study course that betters your plating 
results? (2) WATER AND WASTE CONTROL 
FOR THE PLATING SHOP, the easy to follow, 
money saving guide? (3) The SUR-TEN 
METER, simple, quick and accurate way for 
controlling surface tension of plating baths 
and dips? (4) The STRESOMETER, the rapid 
ond easy way for accurate plating stress 
measurements? Free details. 


JOSEPH B. KUSHNER ELECTROPLATING 
SCHOOL 


115 Broad Street, Stroudsburg 11M, Pa. 
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technical literature. from which the 


must choose the most suitable 


of the 


practical, commercial procedures are 


user 
process many reported. Only 
described and the subjects range from 
design, through operation, control, and 
maintenance of the polishing and plat- 
ing department, profusely illustrated 
and replete with tabular data. 

The chapter on plating barrels is the 
most complete compilation of informa- 
tion ever published on construction. 
use, and department layout. even in- 
cluding chromium plating. Other sub- 
jects such as cost estimating. standards 
and specifications, continuous plating 
of strip and wire, barrel finishing large 
and precision type castings. trouble 
racks, 
treated with thoroughness as yet un- 
duplicated. 


shooting. and racking. are 


Whether the problem is a bright dip 
for zirconium or construction of an 
efficient tank, the answer to 
practically all questions will be found 
in this handbook. It is a 
not only for the finishing foreman but 
for the chemist, metallurgist. engineer, 
plumber, electrician, maintenance man 
and inspector. 


rinse 


reference 


Electrometric pH Determinations 


By Roger G. Bates. Published by 
John Wiley & Sons, Inc.. 440 - 4th 
Ave., New York 16, N. Y. 1954. Price: 


$7.50. 331 pages, including index. 


Every aspect of the subject is sur- 
veyed by the author, from both the 
theoretical standpoint and the prac- 
tical applications. Described are the 
assumptions on which this method of 
determining acidity is based, establish- 
ment of preparation of 
buffer solutions, construction of cells, 


standards. 


electrodes and meters, and their care. 
Specialized applications are not in- 
cluded but the book does cover the 
equipment and methods of automatic 
control systems, using modern com- 
mercial appartus. 

The user of an electronic pH instru- 
ment will find this book a very help- 
ful discussion of its limitations, 
vantages and proper use and main- 


ad- 


tenance. 


Engineering Metallurgy 

By Dr. E. M. H. Lips. Distributed 
by Elsevier Press Inc., 155 E, 82nd St., 
New York 28, N. Y. 1954. Price: 
$6.25. 247 pages. 

With the help of 170 illustrations 
and 56 tables, the author sets out a 
great volume of technical information, 


1955 


both on the characteristics of the com- 
mercially used metals and alloys and 
on their heat-treatment. Except for a 
chapter on the corrosion of metals, 
this book will be of interest mainly to 
the metallurgist and fabricator who 
need to know the precise qualities of 
well as of the 


the new materials as 


old. 


OBITUARIES 








HARRY O. SCHUESSLER 


Harry O. Schuessler, 60, vice-presi- 
dent, general manager and part owner 
of Apollo Metal Works, Chicago, Ill.. 
and Bethlehem, Penna., died suddenly 
December 22, 1954. His demise fol- 
lowed an illness of short duration. In- 
terment took place Dec. 24. Private 
rites were conducted in the Chicago 
suburb of Western Springs where the 
Schuesslers resided. 

Mr. Schuessler had been associated 
with Apollo Metal Works since the 
company was founded by his father 
forty years ago. He was born Jan. 21, 
1894 in Amityville. Town of Babylon, 
Suffolk County, N. Y. Surviving him 
are his widow. Ada. and three sisters. 


RALPH LEONARD SHANNON 
Ralph 


away on December 4th, after a pro- 
longed illness. Born February 5. 1896, 


Leonard Shannon passed 


he was for many years an active mem- 
ber of the Chicago Branch and was 
associated with the Diversey Corp. 
from October 18, 1943 until his death. 
Since October 1, 1949 he had served 
as promotional manager of their Metal 
Industries Department. During World 
War I he served in the Air Corps. He 
is survived by his wife, two married 
daughters and seven grandchildren. 





HAMILTON MILLS 
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pO EN BRa ng 
TURKISH EMERY 


For color and lustre beyond compare, speci- 
fy INDIAN BRAND TURKISH E iw. 
Preferred by those who know the best. 


Also available — HECCO BRAND AMER- 
ICAN EMERY, for use in abrasive pastes 
and compositions. 


HAMILTON EMERY & CORUNDUM CO. 


CHESTER, MASS. 











125 



































Copper Alloy Specifications 


The American Brass Co., Dept. MF, 
Waterbury 20, Conn. 


\ tabbed, easy-to-use, 24-page refer- 
ence manual, B-34R. contains the lat- 
est copper and copper-alloy specifica- 
tions. Included in this completely re- 
vised edition are ASTM. ASME, AWS, 
SAE, AMS, Federal. Military, Army. 
Navy. and Joint Army-Navy specifica- 
tions. The new index is divided into 
two sections. The first is a list of the 
most generally used alloys made by 
the company, together with the appli- 
cable specifications of the agencies. 
The second section lists specifications 
in numeric order with a brief descrip- 
tion of the material as to alloy, grade, 
type, temper, anneal, etc. 


Metal Cleaning 


Vetalwash Machinery Corp., Dept 
VF, 901 North Ave., Elizabeth 4, N. J. 


4 free 12-page illustrated booklet 
“What You Should Know About Metal 
Cleaning” is offered with an introduc- 
tion on the fundamentals of metal 
cleaning. The booklet discusses types 
of cleaners. washing cycle, cleaning 
prior to plating, cleaning prior to 
painting, pickling prior to enameling, 
pickling between drawing operations, 
and the application of metal parts 
processing machinery to the metal- 
working industry. 





Metal Strippers 
Enthone, Inc., Dept. MF, 442 Elm 


St.. New Haven, Conn. 


A new four-page illustrated folder 
is available which describes the com- 
pany’s Enstrips. These are materials 
for selective stripping of one metal 
from another, for example, nickel 
from steel or copper, tin or tin-lead 
from copper or steel. and copper 
from steel. A handy chart is given to 
enable easy selection of the proper 
stripper for any particular job. 


Polyethylene Fabrications 


{merican Agile Corp., Dept. MF, 
Pb. O. Box 168, Bedford, O. 


\ six-page report, illustrating and 
describing important applications for 
large plastic structures in feature arti- 
cle form, points out that polyethylene. 
originally developed as a dielectric, is 
now bidding for structural applications 
in welded units, primarily where light- 
ness in weight and corrosion resist- 
ance are decisive factors. Advantages 
of the material include its relatively 
high softening point and good mechan- 
ical properties; its outstanding resist- 
ance to a broad range of chemicals; 
its superior electrical insulating prop- 
erties; and its ability to be fabricated 
by welding, injection molding, blow- 
molding. extrusion, and _ centrifugal 
casting. 

Typical fabrications are illustrated 
together with photos of plastic weld- 
ing operations. Engineering tables and 
drawings are likewise included. 
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LEARN, BEFORE YOUR COMPETITOR DOES, HOW 


ELECTRO-POLISHING 


Electro-Glo electro-polishing con- 
centrates mean savings to you in 
Time, Labor and Production Costs. 
Brightens, smooths and deburrs 
in one simple operation. 








CAN HELP YOU 


Copper Alloys....... .....-ELECTRO-GLO #200. 
Austenitic Stainless Steel ELECTRO-GLO 4300 
Martensitic Stainless Steel ELECTRO-GLO #400 


arbon Steel... all FERRO-GLO #500 
WRITE FOR DETAILS AND NEAREST DISTRIBUTOR 


COMPANY | 
1430 S.TALMAN AVE. | 
| 


CHICAGO 8, ILLINOIS 


METAL 


FINISHING, February, 





Barrel Finishing Techniques 


Vinnesota Mining and Mfg. Co., 
Dept. MF, 900 Fauquier St., St. Paul 
6, Minn. 


Two new booklets describe barrel 
finishing techniques and products. One 
ef the publications, “Barrel Finishing,” 
explains how barrel finishing works, 
what types of parts can be barrel fin- 
ished, and what operations barrel fin- 
ishing performs. It contains an illus- 
trated case history section pointing 
cut how manufacturers of many types 
of parts are increasing production and 
cutting unit costs by barrel finishing; 
end it lists materials needed for the 
process. The booklet also lists the com- 
plete line of Honite chips, compounds 
and equipment; and features step-by- 
step pictures of barrel finishing op. 
erations. 

The other booklet, “Abrasive Chips 
and Compounds for Barrel Finishing,” 
describes in detail the differences be- 
tween Honite and Super Honite barrel 
finishing chips, and gives specifications 
for the 11 Honite compounds available 
for cutting, finishing and cleansing 
operations. 


Barrel Plating 


Platers Research Corp., Dept. MF, 
59 East Fourth St., New York 3, N. Y. 


Ten modern methods of handling 
and cleaning small parts before barrel 
plating are contained in a table of a 
new brochure, offered free of charge 
by the above manufacturers of Nickel- 
ite barrel nickel brightener. 

The brochure also describes various 
modern formulas for the make-up of 
bright nickel barrel plating solutions 
and describes how corrosion resistance 
may be improved without increasing 
plating time. 

Included in the folder in a handy 
reference guide on thicknesses of de- 
posits obtained under average plating 
conditions from _ nickel, cadmium, 
brass, silver, tin and zinc barrel solu- 
tions. 


Armored Motors 


General Electric Co., Dept. MF 
Schenectady 5, N. Y. 


> 


A new full-color, four-page, publi- 
cation describing armored motors (di- 
rect current types MD and MDP, 600 
series) is designated GEA-4654C. The 
bulletin provides information on_per- 
formance and maintenance features of 
the heavy-duty G-E motors. Included 
in the bulletin are horsepower ratings 
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and mechanical data. Diagrams and 
photographs illustrate various appli- 
cations of the armored motors in the 
steel, lumber. oil, and construction in- 
dustries. 


Power Supply Bulletin 
Perkin Engineering Corp., Dept. 
WF, 345 Kansas St., El Segundo, Cal. 


The publication of a new technical 
periodical entitled the “Perkin Power 


Supply Bulletin” was recently an- 
nounced. This bulletin will include 
technical characteristics and articles 


concerning the latest advances in the 
fields of magnetic amplifiers and 
power supplies. It will also contain 
humorous anecdotes concerning the 
engineering field. Subscription — is 
available on a no charge basis by writ- 
ing on letterhead to the above com- 
pany. The first issue which is now 
available contains articles on: “Air- 
borne Radar Power Supplies.” “Analy- 
sis of A.C. to D.C. Conversion Meth- 
ods,” “Comparison of Magnetic ver- 
sus Electronic Regulation,” ete. 


Abrasives and Polishing 


The Carborundum Co., Dept. MF, 
Niagara Falls, N. Y. 


The above company has just pub- 
lished a new booklet “Abrasive Grain 
and Powders” for use in metal finish- 
ing. Packed with informative charts 
and illustrations, the booklet contains 
many of the firm’s latest abrasive en- 
gineering recommendations. Topics in- 
clude “Properties of abrasive grain 
and powders,” “Elements of metal 
polishing.” “Preparation and care of 
polishing wheels,” and “General rules 
for good polishing.” The 42 page 
booklet contains a suggested layout for 
set-up room and curing room and de- 
votes a chapter each to metal buffing, 
metal tumbling, and pressure blasting. 


Barrel Finishing 


Tumb-L-Matic, Inc., Dept. MF, 4510 
Bullard Ave., New York 70, N. Y. 


The above manufacturers of tumbl- 
ing barrels and compounds for finish- 
ing metal and plastic parts and other 
materials, offers a new bulletin en- 
titled “Tumb-L-Matic Processes and 
Compounds for Tumbling Metal and 
Plastic Parts.” 


The bulletin describes wet & dry, 
and combination processes. It gives 
barrel-type. compound and media 
specifications for cutting, definning, 


METAL FINISHING, 


smoothing, polishing, lustering and 
other operations. Information is in 
easy-to-read chart form. Copies may be 
obtained by requesting Bulletin P-55 
from the manufacturer. 


Rubber Linings 
Protective Coatings Div., Metal- 
weld, Inc., Dept. MF, Scotts Lane & 
Abbottsford Ave., Philadelphia 29, Pa. 


An illustrated. two-color. 


bulletin describes the advantages and 


o 
o-page 


g to steel 
tanks, drums, pipes. valves, fittings 
and pumps. Included in the bulletin 
are important tables giving the resist- 
of MW rubber 
lining to inorganic acids, salts and 
alkalies, organic materials and a wide 
group of miscellaneous materials. De- 
tails on 


application of rubber linin 


ance characteristics 


the chemical, abrasive and 
temperature resistant qualities of rub- 
ber linings and the different types of 
linings available are also given. The 
company’s plant facilities for cement- 
ing. lining, and vulcanizing all types 
and sizes of equipment are illustrated, 
and the bonding process which joins 
rubber and steel together with a bond 
strength of over 500 psi, is described. 





Thanks for Your Christmas 


Cards! ! 


We acknowledge with sincere thanks 
the kind thoughts expressed in the 
Christmas cards received from the 
following: 


Allbright Associates 

Amatore, Angelo 

American Chemical Paint Co. 
Applied Engineering Associates 
Aurilyte Process Co., The 
Aurochem Co. 


Badaluco, James 
Bakinow, Leo 
Beaver, H. L. 

Bede, James A. 
Behr-Manning Corp. 
Beresford, Ex G. 
Boggess, T. R. 
Briganti, Anthony 
Briganti, Frank 


Cambridge Wire Cloth Co. 
Carborundum Co., The 
“Carload” Andy 

Carlton-Cooke Plating Corp. 
Chandeysson Electric Co. 
Clarin, David X. 

Clinton Supply Co. 
Consolidated Engineering Corp. 
Couch, Earle W. 

Crane, Dick 


Diamond Alkali Co. 
Divine Brothers Co. 
Dor-ell Plating Co. 
Draper, C. R. 
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Electrical Mfg. Co., Ltd. 
Electro-Plating Service, Inc. 
Errico, Anthony 


Faint, Edward W. 
Fletcher, Austin 
Fulforth, Fred 


Glassner and Associates 
Goldwasser, Irving 

Graham & Associates, Inc., Hugh H. 
Green Electric Co., W. 

Grupp, George W. 

Gurnham, C. Fred 


Hague, Louis 

Handy & Harman 

Hariton Co., Ine. 

Harvey Machine Co., Inc. 
Hazucha, Rudy 

Hercules Powder Co. 
Hierraluminio Sociedad Anonima 
Hinterleitner, Ernest J. 
Hogaboom, Mrs. George B. 
Huston, Kenneth M. 


Industrial de San Bartolo, S. A. 


Kellner, Henry L. 

Kelly, Clyde 

Khee Kwong Electro-Plating Factory 
Kovatis, P. Peter 

Kushner, Joseph B. 


Lea Manufacturing Co. 
Lewis Electrical Mfg. Co. 
Logo, Inc. 

Lux, Gerry 


MacDermid, Doug 

MacStoker, Franklyn 

Magly, John W. 

McKeon, Wilfred S. 

Mercready, Handy & Van Denburgh 
Meyers Safety Lock & Machine Co., Inc. 
Mohler, J. B. 

Musick Plating Works 


Nadel, Milton 
Nankervis, George L. 
Nestor Johnson Mfg. Co. 


Oakite Products, Inc. 


Pennsylvania Salt Mfg. Co. 
Pfizer & Co., Inc., Charles 


Re, Andrew 


Schonfarber & Associates, Inc., Gordon 
Serota, Louis 
Sylvania Electric Products, Inc. 


Tajima, Sakae 

Tin Research Institute 
Torney, George 

Toyo Seiko Co., Ltd. 
Tyson & Co., Inc., O. S. 


Wagner Brothers, Inc. 
Waldberg, Andre 

Walter, John 

Waters & Associates, Norman D. 
Wayburn & Co., Irwin 

Wernick, Dr. S. 

Wernlund, Chris 


Yale & Towne Mfg. Co., The 
Zell Products Corp., The 
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ADVERTISING RATES 
Per column inch per insertion 
St aa - $10.00 
3 times - - 9.00 
6 times - - - 8.50 
Yearly (12 times) 8.00 


READY-REFERENCE SECTION 


—USED EQUIPMENT AND SUPPLIES— ETC. 


ELECTROPLATING 
POLISHING 
RUST PROOFING 
CLEANING 
ANODIC TREATMENT 








FOR SALE 


PLATING MOTOR GENERATOR SETS 
(REBUILT) WITH COMPLETE PANEL 
EQUIPMENT — MOTORS — 3 PHASE, 
60 CYCLE, 220/440 VOLT. 


1—HANSON VAN WINKLE MUNNING 
1000 ampere, 3-40 volt, interpole, 900 
RPM Exciter in head. Synchronous motor. 
Ser. #11152. 


1—EAGER ELECTRIC 5000 A. 6 & 12 V. 
driven by 50 H.P. Induction Motor. Ex- 
cited by “V”’ Belt Exciter. 


1—Bennett & O’Connell 2000/1000 ampere, 
6/12 volt, 680 RPM, separately excited. 
Ser. #3926. 


i—Hanson Van Winkle 2000/1000 ampere, 
3s volt, 550 RPM, Self excited. Ser. 
3513. 


1—Chandeysson Electric 600/300 ampere, 
6/12 volt, 1140 RPM self excited. Ser. 
12300. 


POLISHING LATHES — NEW AND USED 
— CONSTANT AND VARIABLE SPEED, 
SINGLE AND DOUBLE MOTOR DRIVES 
— 3 PHASE, 60 cycle, 220/440 volt, 1 to 
20 H.P. IN STOCK. 


1—Hammond type J rotary Auto. 5 stations, 
3 heads. Magnetic chucking. 


REBUILT RECTIFIERS — FOR PLATING 
— 3 phase, 60 cycle, 220 volts. 


1—1000/0-6 volt self contained Selenium 
rectifier. Rapid Electric. 


1—500/6 volt Basic Richardson-Allen selen- 
ium rectifier. 


1—400/0-6 volt self contained Mallory-Udy- 
lite rectifier. 


3—500/6 volt Basic General Electric convert- 
ed to selenium rectifiers. 


20—Mallory Udylite 1500/6 & 12 with re- 
mote controls — Priced to sell. 


MERCIL - CROWN - BAIRD - LASALCO - 
GLOBE - BURNISHING AND TUMBLING 
BARRELS. 


NEW SELENIUM RECTIFIERS, COM- 
PLETE with instruments, starter and built-in 
voltage regulators. All sizes from 50 amperes 
to 6000 amperes. 


IMMEDIATE DELIVERY ON THE FOL- 
LOWING SIZES — 3 phase, 60 cycle/220 
volt. 


4000 ampere, 0-12 volts 
3000 ampere, 0-9 volts 
2000 ampere, 0-12 volts 
2000 ampere, 0-6 volts 
1500 ampere, 0-12 volts 
1500 ampere, 4-9 volts 
1500 ampere, 6-12 volts 


ALSO AVAILABLE — OTHER NEW AND 
REBUILT POLISHING LATHES, BAR- 
RELS, RHEOSTATS, RECTIFIERS, FIL- 
TERS, BLOWERS AND GENERATOR 
SETS. WE CARRY A COMPLETE LINE 
OF NEW AND REBUILT PLATING AND 
POLISHING EQUIPMENT AND _ SUP- 
PLIES. 


CLINTON SUPPLY 
COMPANY 


112 South Clinton Street 
Chicago 6, Illinois 


FRanklin 2-3753 





PLATERS AND ANODIZERS 


M-G SETS — Motor 3-60-220/440 


Amp. Volt Make 

100 72 Hobart 

180 24/32 M. G. Corp. 

300 72 Hobart 

400 60/60 G. E. 

500 6 Chandeysson 

500/250 6/12 Elec. Prod. 

635 55 Elec. Prod. 

640 39 West. 

750/375 6/12 Excel 

940 32 Elec. Prod. 

1000/500 6/12 H-V-W 

1500 65 G. E. 

1500 70 Century 

2000/1000 6/12 H-V-W 

2000 / 1000 6/12 Chandeysson 

2500/1250 6/12 Elec. Prod. 

3000/1500 6/12 Ideal 

3000/1500 6/12 Optimus 
BLOWERS & EXHAUSTERS 

CFM Pres. Make 

1100 442" S.P. Bayler 

2344 a re Clarage 

2500 2” $.P. American 

3420 8” S.P. ae F 

5310 10” S.P. | ae 

9000 6’ S.P. Northern 


MOTOR REPAIR & MANUFACTURING CO. 


1555 HAMILTON AVE., CLEVELAND, OHIO 








COMPLETE PLATING PLANT 
FOR SALE 


Rectifiers; 5 vats, 2’ x 2’ x 5’ made of 
2” wide single cypress boards; buffer; 
scratch brusher; pickling vats; drying 
asbestos box; nickel, copper, silver, gold 
anodes, salts and solutions; hundreds of 
buffs; scratch brushes, etc. $3,000. 
Phone, write or wire for details. 


MOSES GEORGE JEWELRY 


711 W. Third St., Thibodaux, Louisiana 
Phone No. 3466 














EQUIPMENT 
FOR SALE 


10 head straight line buffing ma- 
chine, 10 h.p. heads, two 50 ft. 
conveyors, complete including 
blower, dope guns, lines, pumps, 
etc. Reasonable. 

Infra-red conveyorized baking 
oven, 120’ of track, oven 30 ft. 
long, 300-250 watt bulbs, speed 
reducer. 


PRESTON PRODUCTS COMPANY 
GRAND RAPIDS, MICHIGAN 








IMMEDIATE SHIPMENT, 
ATTRACTIVE VALUES 


THE FOLLOWING EXCELLENT REBUILT AND 

GUARANTEED ELECTROPLATING MOTOR 

GENERATOR SETS AND RECTIFIERS WITH 
FULL CONTROL EQUIPMENT: 


—PLATERS— 


1—7500/3750 Amp., 9/18 V., H-VW-M.L 
Synch. 

1—5000/2500 Amp., 9/18 V., Columbia. 

1—5000/2500 Amp., 8/16 V., Chandey- 
sson, 25° C., Exc.-in-head. 

1—5000/2500 Amp., 6/12 V., Chandey- 
sson, 25° C., Synch., Exc.-in-head. 

1—4000/2000 Amp., 6/12 V., Chandey- 
sson, 25° C., Exc.-in-head. 

1—3000/1500 Ampere, 6/12 Volt, Colum- 
bia, Synchronous. 

1—2500/1250 Amp., 9/18 V.. Electric 
Prod., Synch., Exc.-in-head. 

1—2000/1000 Amp., 8/16 V., Electric 
Prod. 

1—1500/750 Amp., 6/12 V., H-VW-M. 
Synch., Exc.-in-head. 

1—1500/750 Amp., 12/24 V., Chandey- 
sson, Synch., Exc-in-head. 

1—1000/500 Amp., 6/12 V., Electric 
Prod. 

—ANODIZERS— 


1—4000 Amp., 40 V., Chandeysson, Exc.- 
in-head. 

1—1000 Amp., 40 V., Chandeysson, 25°C. 

1—1000 Amp., 30 V., Ideal, Exc.-in-head. 

1—750 Amp., 60 V., H-VW-M, Synch, 
Exc.-in-head. 

1—500 Amp., 25 V., Chandeysson, Synch., 
Exc.-in-head. 

1—400 Amp., 40 V., M. G. C., Exc.-in- 
head. 

—RECTIFIERS — 

1—2000/1000 Amp., 6/12 V. G. E. Copper 
Oxide & Control. 

1—Green Selectoplater, 1800 Amp., 12 V.. 
220/3/60. 

1—Udylite-Mallory, 1500/750 Amp., 6/12 
V., Control. 
—SPECIAL— 
1—Ransohoff Spiral Hot Air Dryer. 
1—Crown 2-Compt. Horizontal Deburring 
Machine, each compt. 20" x 36”. Un- 
lined but can be lined. 

1—Crown 1-Compt. Horizontal Deburring 
Machine, 60" x 36’. Unlined but can 
be lined. 

2—Crown Centrifugal Dryers, Size #1 and 
Size #2, Steam Heat. 

1—Production Pipe Polishing Machine — 
Model 101, motorized. 

1—Ronci +R-200 Enameler. 

1—Acme L-4 Semi-Automatic Buffing Ma- 
chine. 

3—U. S. Elec. Tool, Model 110, Twin 15 
HP Polishing Lathes. 

1—Model “A” Pressure Blast. 

1—Pressure Blast Jr. Model. 

Above is partial list only. Write to us for 


all your requirements for Plating, Anodiz- 
ing and Metal Finishing. 





WIRE - PHONE - WRITE 


M. E. BAKER COMPANY 


25 WHEELER STREET, CAMBRIDGE 38, MASS. 
Phone: Kirkland 7-5460 
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ADVERTISING RATES ELECTROPLATING 


Per column inch per insertion ‘ POLISHING 


1 time - . $10.00 RUST PROOFING 
3 times - . 9.00 = CLEANING 


6 times - : - 8.50 ANODIC TREATMENT 


Yearly (12 times) mele) —USED EQUIPMENT AND SUPPLIES— ETC. 














PRICED TO SELL! 


MOTOR GENERATORS 1vesr cuseanree EVERYTHING 
6/12 VOLTS 15 TO 28 VOLTS MUST BE SOLD | 


1—10000 A HVW 214/10 V. 1— 1000 A G.E. 15 V. 
aie’ at; 21/ 4— 25 A Diehl 25 V. 

Ag geting Seah 2— 100AG.E. 28 V. AT ONCE 
1— 7500 A North. 244/10 Vv. 200 A West. 28 V. i j 
1— 5000 A HVW 6/12 V. I— 500A G.E. 28 V. 











1— 2500 A Chandey. 6/12 V. I— 800A GE. 28 V. PLATING EQUIPMENT 
I1— 1500 A HVW 6/12 V. oo LE rn _ = . (2) UDYLITE SEMI-AUTOMATIC nickel 
1— 800 AHVW 6/12 V. & copper plating tanks complete, 24’ long, 4’ 
} 1-— 600 A Eager 6/12 V 30 TO 60 VOLTS wide, 3’ deep. Koroseal lined with carbate | 
‘mn Sain ae I— 100 A G.E. 32 V. heaters. 
o- seiccgideh 1— 200 A West. 32 V HANSON-VAN WINKLE-MUNNING semi- 
1— 300 A Hobart 6 V. 1— 1000 A Cent. 32 V. auto silver plating unit. 33’ long, 31/2’ wide, 
1— 200A Boissier 6 V. 1— 1000 A Chandey. 40 V 3’ deep, rubber-lined complete. 
I— 200A U.S. 12 V. — carey” CINCI CLEANING, WASHING & DRYING 
I— 150 A HVW 6 V. 325 A West 50 Vv MACHINE 28’ long with Tipp Cableway | 
3— 125 A Hobart 6 V. I— 1500AG Ee 50 Vv. conveyor; automatic sprays; plating rack type. | 
j 1— 120A Eager 714/15 V. I— 1000 A GE. 60 V. CROWN FULL AUTOMATIC 27 tanks 
é I—  I00AHVWE6V 1— 1000 A GE. 75 V. cleaning & plating unit, complete double trans- 
q fer. | 
I CROWN FULL AUTOMATIC copper, nickel iif 
} e ° > n Cc. & chrome plating unit, fully equipped, eleva- i 
tor type, 21 stations, 46’ long. 
146-148 GRAND STREET, NEW YORK 13. N. Y. CAnal 6-6976 INDUSTRIAL WASHING MACHINE 20’ 
ESTABLISHED 1910 long — type, steam heated, automatically 
controlled. 





(6) DETREX 2 AND 3 DIP stainless clad, 
steam degreasers. 


(100) TANKS, wood, steel & rubber lined. 


| (9) MOTOR GENERATOR SETS 2,000 to 
4,000 amps, Chandeysson, H-VW-M, Hobart. 
® Complete with panels. 














1 CHANDEYSSON 1000 ampere 40 volt 600 RPM motor generator set. Se 
: euanmaviaane caenaned oo i 47 lucite cylinders lined & unlined. 2 

/ ampere 12/24 volt motor generator set. 
1 STEVENS fully automatic cyanide plating barrel unit. BUFFING & POLISHING 
2 PRODUCTION automatic tubular polishing machines +101. EQUIPMENT 
2 ae go c+ Apter ere speed 5 HP ee machines. Q 

eS variable speed 5 HP buffing machines. , | 
2 GARDNER #3 buffing machines 71 and 10 HP. (5%) ee ee eee | 
1 H.V.W. cyanide plating barrel 14 x 40 cylinder w/hoist. variable speed; models 20 & 22; 3 and ; 
1 UDYLITE koroseal lined semi automatic plater 16 ft. x 54” x 42” deep. AC 3-phase. 
5 RUBBER tanks 20” x 14” x 36” deep. (others) (20) BLOWER SYSTEMS, complete for 
1 DETREX steam degreaser 10 ft. long x 8 ft. deep w/flush spray. above lathes with cyclones, dust collectors, 
Rectifiers 25 amperes to 10,000 amperes. hoods, motors & blowers. 
Tents «= off slaes ond Gaines. DIVINE ROTARY BUFF MACHINE 8 sta- 


tions, (3) 3 HP motor operators with auto- 


Compounds — buffs — chemicals — anodes matic compound feeders. 





BRUCAR EQUIPMENT & SUPPLY COMPANY Hg pce ag int on enn pal | 
BOX 433 HEMPSTEAD, L. I., N. Y. | | 
Telephone: HYacinth 8-6122 SPRAY PAINT & BAKING | | 

WAREHOUSE IN BROOKLYN, NEW YORK EQUIPMENT | 








(15) STEINER-IVES ELECTRIC BAKING 
OVENS, ALL SIZES. 


DESPATCH CONVEYORIZED AUTO. 


PAINTING AND BAKING OVEN. 450 
spindles oven size 20’ x 25’, fully equipped i 
with controls, heaters, blowers, spray booths, | | 


tanks, and guns. 














e Motor Generators — Hanson-Van Winkle- (50) SPRAY BOOTHS complete with ex- 
Munning — like new. haust units & electric baking ovens. | 
| Slightly Used i200 APMC, 2, Soaceaar CASTING DEPARTMENT | 
| 3 phase, 60 cycles. , P | 
‘ BUFFS 1—12, 3000 fog en 60 HP Synchronous EQUIPMENT 4h 
i Motor, 600 RPM, Power Factor 1, 440 V, (16) GAS MELTING FURNACES with % 
} 1—80,"7800:Acnps. DIC 100 HP Synchronous controls, benches, ladles & exhaust systems. F | 
(i ; , 360 , Power Factor 1, 440 V, : 
J * 3 ainae, 60 cycles. saree All Equipment 2 
| Selenium Rectifiers — Richardson-Allen Still in Operation sl 
| Loose and Sewed if 
; 1—9V, 1500 A » BE fF 440 V, 3 Zz | 
: phase, 60 ain 34 Pony Continuous In Newark, N. J. Pi 
: > duty. *, 
1—12V, 1500 Amps, DC Input 440 v, 3 In Brooklyn, N. Y. x 
An oe og cycles mps. mtinuous Call EVergreen 7-2080 : 
: ; VIRTUE BROS. MFG. CO eae aaa ; 
° . In Newark: MITCHELL 2-7843 
MICHIGAN BUFF CO.. INC. 5701 West Century Blvd. Or write January 1, care Metal Fin- 3 
3503 GAYLORD AVENUE Los Angeles 45, Calif. ishing, 381 Broadway, Westwood, H 
DETROIT 12, MICHIGAN Phone — Oregon 8-4711 N. J. 
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ADVERTISING RATES 
Per column inch per insertion 
1 time $10.00 
3 times 9.60 
6 times . 8.50 
Yearly (12 times) 8.00 


READY-REFERENCE SECTION 


—USED EQUIPMENT AND SUPPLIES— ate 


ELECTROPLATING 
POLISHING 
RUST PROOFING 
CLEANING 
ANODIC TREATMENT 





. Lasalco #3 Burnishing Barrels. 


. U. S. Electric Double 15 H.P. Polishing 


All lathes can be rebuilt and guaranteed or 
in “‘as is” condition. 





WAREHOUSE 
FOR PLATERS 


. Lasalco Straight Line Barrel Unit 
A. Hot soak cleaner 220/3/60 

. Cold Water Rinse 

. Acid Dip 

. Acid Rinse 

Double Plating Tank Lined 

Cold Water Rinse 

Hot Water 

. Loading and Unloading Stand 

4 - 12 x 42 Melamine Cylinders 
(for straightline plating) 


~TOMMOOS 


. Baird +1, #2 double and single, ball 
burnishers. 


Lathes 220/440 volt, 3 phase, 60 cycle. 


. Chas. L’Hommedieu 5 H.P. Variable 
Speed Lathes 1500-3000 RPM, 220 volt, 
3 phase 60 cycle. 


WRITE - WIRE - PHONE 


BAKER BROS., INC. 


564 EAST FIRST ST. 
SO. BOSTON 27, MASS. 


SOuth Boston 8-9290 
SOuth Boston 8-929] 





STRAIT LINE CONVEYOR 
FOR SALE 


Demonstrator — 15’ long with platens 15” 
wide x 6” long, with or without polishing 
heads. 


HAMMOND MACHINERY BUILDERS, INC. 
1601-A Douglas Avenue, Kalamazoo, Mich. 


PLATERS’ REMEDIES 


AL-U OINTMENT for cyanide sore healing 
OME OINTMENT for chromium sore healing. 
CKEL-!ITCH OINTMENT for platers’ itch. 
Prices for any of above each $1.00 
Don't wait until you are suffering — 
order your supply now. 


WAMBAUGH CHEMICAL CO. 
E. Jackson St. Goshen, Indiana 


1-HE 
CHR 
NI 











menehaeneisieiinasdi FOR SALE 


1—Electric Products generator 2500 MP Serial 16864 
set 3 volts, can change to 1250 MP at 12 volts 
with exciter 

1—500 MP Optimus generator 6 volts 

Both in good condition, plenty of life in brushes 

and commutators $1500 both Wire M. I. Kantar, 

1830 Penn Ave. N., Minneapolis 11, Minn, 


WANTED 


Pedestal-type polishing heads and automatic 
chrome plating machine with at least 52-inch 
lift. 

AUTO CITY PLATING COMPANY 
197 South Waterman Detroit 17, Mich. 








MOTOR GENERATOR 
FOR SALE 
10,000 Amp. H-VW-M_ synchronous motor 


generator. Direct connected exciter. Control 
panel and starter. 


NIAGARA TUBE PRODUCTS, INC. 
555 Main St. N. Tonawanda, N. Y. 


PLATING MACHINE WANTED 


A Udylite junior automatic plating machine 
suitable for zinc or equivalent. Please give 
full information, including price and where 
the machine can be inspected in your first 
letter. Address: February 8, care Metal Fin- 





ishing, 381 Broadway, Westwood, Ww. J. 











ANODIZING MOTOR GENERATOR SETS 
A-1 CONDITION USED 


1—Chandeysson 750 amp., 50 V 


5° C. rise cont. Type NPT 15.5 shunt wound w/60 H.P. 


2 
synchronous motor 550 V, 3 ph, 60 cy 720 RPM externally excited. 


1—Electric Products 4000/2000 amp, 24/48 volts, 40° C. rise cont. Type BP 120 w, 160 H.P. 
H.P. synchronous motor, 550 V, 3d, 60 cy, 360 RPM externally excited. 





Give best offer. Address: February 11, care Metal Finishing, 381 Broadway, Westwood, N. J. 














Ty MILLION DOLLARS WORTH OF NEW, USED REBUILT & SURPLUS EQUIPMENT & SUPPLIES 





MACHINERY 


Packermatic Straight Line Automatic 45’ Con- 
veyor, complete w/10-25 H.P. heads, all 
electrical equip. & controls 

2—Acme L-8-L 8 spindle rotary table w/3 
polishing heads 

2—Acme Full Automatic Sanding & Floating 
Heads 

1—60” Packermatic Rotary Table 12 Spindle 

7 Packermatic Heads 


RECTIFIERS & GENERATORS 


1—Placo 18 volt 1500 Amp. anodizing Rect. 
22 step control 

1—Placo 18 v. 3000 amp. Rect. anodizing 

1—Placo 9 v. 1500 amp. Rect., remote cont. 

1—Placo 6 v. 1000 amp. Rect., full cont. 

1—Placo 6 v. 500 amp. Rec. full cont. 

I—H. V. W. 6 v. 1000 amp. 

2—Rapid 6 v. 500 amp. 

10—G.E. 6 v. 500 amp. w/selenium stacks 

1—R/A 6 v. 1000 amp. var. control 

1—Chandeysson 1000 amp. 40 volt Comp. 

1—Bennett O'Connell 5000 amp. 

1—Hobart, outside ex. 500 amp. 

3—G. E. 1600 amps. 

1—Bogue 5000 amps. 6 volt 

Other makes and models 25 to 6000 amps. 


POLISHING LATHES 
1—Divine 5 H.P. 

2—WU. S. Direct Drive, 72 H.P. 
1—Hammond 5 H.P. 

10—U. S. variable speed 5 H.P. 
1—Gardner 5 H.P. 

1—L’Hommedieu 5 H.P. variable speed 
2—Pesco 3 H.P. 

5—Pesco 5 H.P. 

Bradford & U.S. 2,3, & 5 H.P. closeout 
2—Double 5 H.P. 


FILTERS 

1—Industrial lead lined 10” x 22” 

1—Alsop S.S. 7” 40 discs 

1—Alsop S.S. 7” 30 discs 

1—Alsop S.S. 11” 20 discs 

1—Alsop S.S. 7” 20 discs 

1—Industrial, steel, 10” x 28” 

1—Industrial, rubber lined 10” x 28” 
1—Industrial, steel, 14” x 36” 

1—Industrial, steel 10” x 22” 

1—Belke, Rubber Lined 750 G.P.H. 

3—Placo S.S. self priming 150 G.P.H. 
1—Placo S.S. self priming 300 G.P.H. 
1—Placo S.S. self priming 750 G.P.H., cyanide 
1—Liquid Equip, with slurry tank, rubber lined 


PLATING BARRELS 


3—6” x 12” Placo Utility 
1—Reliance 8” x 18” 
1—NuWhite 14” x 30” 
1—Udylite, Double 14” x 30” 
1—Udylite 14” x 30” 
1—Meaker 3, units, 12” x 24” 


SEMI-AUTOMATIC PLATERS 


1—24’ H.V.W. cyanide Full Auto. 
1—Udylite Jr. 


TANKS 

2—Rubber Lined 8’ x 54” x 48” 
1—Rubber Lined 6’ x 40” x 30” 
10—Chrome Tanks w/ducts 4-7’ 
Over 150 other Tanks, assorted sizes. 


MISCELLANEOUS 


2—2’ Gas & Steam Degreasers 

1—3’ Detrex Steam Degreaser 

1—Phillips Ferris Wheel Degreaser 

1—Circo 4’ S.S. Clad Electric Degreaser 

2—4’ Detrex Steam Degreasers com. with 
pumps 

>see! R-100 Lacquer Machines 

4—Electric Baking Ovens 

10—5 Gallons Pressure Tanks complete 


“IF IT’S METAL FINISHING EQUIPMENT OR SUPPLIES WE HAVE IT” 


PESCO PLATING EQUIPMENT CORP. 


75 WYTHE AVENUE 


EVergreen 4-7472 


BROOKLYN 11, NEW YORK 




















LIQUIDATING AGENTS } 
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SITUATIONS OPEN 














BUFFING COMPOUND 
SALESMEN 


SITUATION OPEN — Distributors, jobbers 
and manufacturers agents wanted to distribute 
and sell the full line of Schaffner’s polishing 
and buffing composition in bar, spray or paste 
form, and a complete line of polishing room 
supplies. 


SCHAFFNER ates eee COMPANY, 
INC. 


Emsworth, Pittsburgh 2, Pa. 


DIRECTOR OF RESEARCH 
AND DEVELOPMENT 
SITUATION OPEN—Man for research and 
development department of New England 
company manufacturing metal finishing prod- 
ucts with national distribution. Must have 
broad experience in metal finishing and plat- 
ing and be willing to travel and lecture. Ulti- 
mate position to be director of research and 
development. In reply give full details on 
technical background, experience, previous 
employment and salary requirements. All re- 
plies will be held confidential. Address: Febru- 
ary 3, care Metal Finishing, 381 Broadway, 

Westwood, N. J. 


REPRESENTATIVE 
SITUATION OPEN—Representative wanted 
to handle very complete and related line of 
tumbling barrels, equipment, abrasives, com- 
pounds, etc. direct to metal working plants. 
Liberal commission and repeat sale items. 
Territories open are Pittsburgh, Cleveland, 
Detroit, Chicago, Milwaukee, Indianapolis and 
Cincinnati. Write, giving lines presently han- 
dled. Address: February 9, care Metal Fin- 
ishing, 381 Broadway, Westwood, N. J. 








HARD CHROME PLATER 


SITUATION OPEN—Must be thoroughly 
familiar with all phases of hard chrome plat- 
ing on job work. All inquiries will be handled 
confidentially. Salary arranged. Address: Feb- 
ruary 1, care Metal Finishing, 381 Broadway, 
Westwood, N. J. 








INDUSTRIAL SALES ENGINEERS 


SITUATIONS OPEN—Previous or current 
sales experience in vapor degreasing equip- 
ment, alkali, washers, dryers, trichlorethylene 
and perchlorethylene required. 


CIRCO EQUIPMENT COMPANY 
Clark Township Rahway, N. J. 


SALES ENGINEER 
SITUATION OPEN—Thoroughly acquainted 
with sale of plating equipment to represent us 
in the Michigan area. Excellent opportunity 
with one of the country‘s leading equipment 
manufacturers. Address: February 10, care 
Metal Finishing, 381 Broadway, Westwood, 
N. J. 














SALESMEN 


SITUATIONS OPEN — Young, aggressive 
company expanding in East desires salesmen 
with metal finishing background for New York 
and New Jersey openings. Limited travel re- 
quired. Submit full details, including experi- 
ence and salary requirements. Address: Febru- 
ary 2, care Metal Finishing, 381 Broadway, 
Westwood, N. J. 











ENGINEER 

SITUATION OPEN—-Man wanted with good general 
background in application and properties of organic 
and inorganic industrial finishes and corrosion prob- 
lems. For position in Standards department engaged 
in developing and coordinating the application of 
standards on finishes and materials. State experience 
and salary expected. Address: February 4, care Metal 
Finishing, 381 Broadway, Westwood, N 








PLATER - FOREMAN 


SITUATION OPEN—Company manufactur- 
ing brass plumbing tubular goods requires 
man experienced in all phases of nickel and 
chrome plating to take charge of up-to-date 
plating department. Address: February 5, care 
Metal Finishing, 381 Broadway, Westwood, 
N. J. 











SITUATIONS WANTED 











PLATING FOREMAN 


SITUATION WANTED—Capable of full re- 
sponsibility. Can get out high production and 
quality. Good record of cost reduction. Nine 
years experience in finishing includes planning, 
layout, and installation of new department. 
Address: February 6, care Metal Finishing, 
381 Broadway, Westwood, N. J. 








FOREMAN POLISHER 
SITUATION WANTED—Have 25 years ex- 
perience in plumbing supplies, silverware, 
floor and table lamps and lighting fixtures. 
Capable of teaching beginners. Address: Feb- 
ruary 7, care Metal Finishing, 381 Broadway, 
Westwood, N. J. 








PLANT MANAGER 
SITUATION WANTED—Young man desires 
position as plent supervisor in manufacturing 
plant or large job shop. 14 years extensive ex- 
perience in polishing and plating. Highly effi- 
cient with production and control of all plat- 
ing solutions, with fullest responsibility. Will 
relocate. Prefer Mid-West or Southern Cali- 
fornia. Address: December 7, care Metal Fin- 
ishing, 381 Broadway, Westwood, N. J. 














CONTRACT FINISHING PLANTS 








THE PRECIOUS METALS PLATERS 





METALLIZING NON-CONDUCTORS 











quality decorative and heavy electroplatings in $2.00 PER COPY | 


GOLD - SILVER - PALLADIUM - RHODIUM | | 























Patadin Besa eusd oO 0888 thick allan cng. aga | 
Metallographically Controlled Electrodeposits. METAL FINISHING le 
P. O. Box 228 Se ees o_o Connecticut 381 Broadway Westwood, N. J. , | | 
ati | 
| all | 
42nd ANNUAL A.E.S. CONVENTION : 
AND 
| 4th INDUSTRIAL FINISHING EXPOSITION Hl | 
| CLEVELAND MUNICIPAL AUDITORIUM 
JUNE 20-23, 1955 
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Richardson Allen Corp. 

116-15 15th Ave., College Point, L. |., N. Y. 
Rosal Metal Products Mfg. Co., Inc. 

Elkridge 27, 
Saran Lined Pipe Co. 

Midland, Mich. 
Sarco Co., Inc. 

350 Fifth Ave., New York 1, 
Schaffner Mfg. Co. 

Schaffner Center, Emsworth, Pittsburgh 2, Pa. 
Schori Process Div., FerroCo Corp. 

8-11 43rd Road, Long Island City 1, Ff 
Sel Rex Precious Metals, Inc. Inside Back Cover 

229 Main St., Belleville 9, N. J. 
Sellers Engineering Co. 

4876 N. Clark St., Chicago, III. 


Cleveland 14, Ohio 
N. Y. 


39 


N. Y. 


Sethco Mfg. Co. 106 
78 Willoughby St., Brooklyn, N. Y. 
Siefen Co., 106 


i * 3D 
5657 Lauderdale, Detroit 9, Mich. 
Simonds Abrasive Co. 8 
Philadelphia 37, Penna. 


Smoothex, Inc. 46 
10705 Briggs Rd., Cleveland 11, Ohio 

Sommers Bros. Mfg. Co. 124 
3439 No. Broadway, St. Louis 7, Mo. 

Sparkler Mfg. Co. 85 
Mundelein, Ill. 

Stevens, Inc., Frederic B. 23, 102, 107, 108, 118 
Detroit 16, Mich. 

Stokes Machine Co., 
5500 Tabor Rd., ‘philadelphia 20, Pa. 

Storts Welding Co., Inc. 102 
42 Stone St., Meriden, Conn. 

Stutz Mfg. Co., Geo. A. 30 
1643 Carroll Ave., Chicago 12, Ill. 

— Products Co., Inc. 104 

reensburg 7, Pa 

Swift Industrial Chemical Co. 
Canton, Conn. 

Tamms Industries, Inc. 
228 N. LaSalle St., Chicago 1, Ill. 

Technic, Inc. 91 
39 Snow St., Providence, R. 

Thermo-Panel Div., Dean Products, Inc. 
1042 Dean St., Brooklyn 38, 

True-Brite Chemical Products 110 
P. O. Box 31, Oakville, Conn. 

Udylite Corp., The 78, 79 
Detroit 11, Mich. 

Unit Process Assemblies, Inc. 107 
75 East 4th St., New York, N. Y. 

United Chromium, Inc. 11, 101 
100 East 42nd St., New York 17, N. %. 

U. S. Galvanizing & Plating Equipment Corp. 48 
31 Hayward St., Brooklyn, N. Y. 

U. S. Stoneware Co. 119 
Talmadge 9, Ohio 

Van Dorn Iron Works Co. 
2691 E. 79th St., Cleveland 4, Ohio 

Wagner Bros., Inc. 18, 19, 108 
418 Midland, Detroit 3, Mich. 

Walker Div., Norma Hoffman Bearings Corp. 
Stamford, Conn. 

Wallace & Tiernan Co., Inc. 20 
25 Main St., Belleville a ae 

Worklon, Inc. 109 
253 W. 28th St., New York 1, N. Y. 

Wyandotte Chemical Corp. 25 


Wyandotte, Mich. 
Zialite Corp. 
92 Grove St., Worcester 2, Mass. 
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‘ Establishing New Sales Records for 
Manufacturers of Highly Styled Products 
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Leading manufacturers have proven that it costs no more to add an air of luxury... ee 
_ sales-making customer appeal to their products with the Sel-Rex BRIGHT GOLD 

-_ PROCESS. Rich, mirror-bright surfaces that are hard and corrosion resistant are 

- ‘produced without scratch brushing or buffing—at costs that compare favorably with 
ordinary finishes. Sel-Rex BRIGHT GOLD PROCESS requires no special equipment 
ies and seine at room temperature. 
a 18 ste how the Sel-Rex BRIGHT GOLD PROCESS can improve your 
‘product . . . create greater sales—at low cost. Get a trial order of the Sel-Rex eee. 
BR GHT GOLD oe or write for complete data to meet your particular 


Hard, mirror-bright and corrosion 


resistant surfaces at no greater cost 





Automotive 





Pens and Pencils 






















Household Appliances 








For Burnishing Brass and Steel 














Metex M-601 Burnishing Compound produces a very high luster in 
a minimum of time using less than 1 0z./gal. of compound. Good 
in hard water and is easily rinsed. Can be used in open or closed 
barrel with or without steel shot. Metex M-601 can be used for short 


rolls or overnight rolls and still maintain a high luster. 


For Burnishing Aluminum 


Metex #79 Burnishing Compound is a liquid used 1 fluid oz./barre 
load with 10 gallons of water. Economical and fast acting, pro 
ducing a brilliant color in a short time, although it can be used fo 


long rolls to meet your specific time cycle. 


For Burnishing Stainless Steel 


Metex M-699 Burnishing Compound is a dry powder used 1 0z./gal. 
for producing a high chrome luster on various grades of stainless 
steel. New formulation eliminates use of soap resulting in faster | 


burnishing, greater economy and easier rinsing. 











WRITE TODAY 


for , 
Free Samples ¥ 
a 33 YEARS Originators. 


% 
& 
& 


F | | 
| - THE METAL SIN IRYalIN Ce: INDUSTRY 


i * 


